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On TEqQuest . ee . . . we Shall be pleased to send you a copy of 


our booklet about BX P.V.C., containing 
practical and technical data on the composi- 
tion, properties and general applications ; 
also the folder, specially designed to illus- 
trate some of the principal industrial uses. 


Further information, advice and assistance on 
all BX products will be gladly given on request 
to the BX Technical Development Service, 
always at your disposal. 











leaders iin thermo-plastics 


HEAD SALES OFFICE 
BX PLASTICS LTD., HIGHAM STATION AVENUE, LONDON, E.4 
Telephone : LARkswood 4491 ; 
AREA SALES OFFICES : iting. Secon Buildings, | Ridgefield, Manchester 2. 


Telephone: Manchester, Blackfriars 0258. 


42 Wellington Street, Sheffield. Telephone : Sheffield 25517. Empire House, 159 Great Charles Street, Birmingham 3. 
Works: London, Manningtree, Dundee. 


Telephone : Central 2365. 
TAYLOR 2459 
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WORKS MANAGERS DEPEND ON LORIVAL 


For parts that are 
up to sample 





and down to price 


Once a job has been left to Lorival, works 
managers and everyone else can relax. For on anything to do with mouldings— 
in plastic or ebonite—Lorival can take everything off your shoulders. Lorival, 
if you want them to, will start at the prototype design and carry on till the last 
moulding is delivered—on time, up to sample, and generally at a useful saving 
in price. 

Lorival have long experience and specialised knowledge to offer you. Call in 
Lorival—it makes life easier ! 






4 IVE LEFT if 
SA \ 70 Cont VAL, 





_@® LORIVAL PLASTICS 


UNITED EBONITE & LORIVAL LTD., LITTLE LEVER, NEAR BOLTON, LANCS. 


A 
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Our Board’s 
always getting shocks 
O~+@-+O© ©) 


We’ve got a high voltage laboratory that spends part of its life in 
trying to make thousands of volts pass through our “ASHLAM ” 
insulating board. 
Mind you, no one would be more shocked than our Board 
if the volts did go through, because we pride ourselves that 
* ASHLAM” has an electrical and mechanical strength far 
beyond that laid down by the British Standard Specification. 
*“ ASHLAM”’ resin-bonded paper base boards are essential for 
~ all high-class insulation work. They have an extremely low 
moisture content and are manufactured in four grades to cover 
every purpose. Electrical equipment using “ ASHLAM”’ has 
a reputation for reliability. 


If you want to know more about “ASHLAM ” 
ask ASHDOWNS 


ASHDOWNS LTD., ECCLESTON WORKS, ST. HELENS, LANCS. Phone: St. Helens 3206 
(Ashdowns is a subsidiary of Pilkington Brothers Ltd.) * ASHLAM”’ is the regd. trade mark of Ashdowns Ltd. 


~ 
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THE MODERN 
MACHINE METHOD 
FOR SANDING 
or SURFACE 
PREPARATION 
FOR ANY 
FINAL FINISH 













Speed-up Output 


SUNDSTE 
Proumatic SAN i 


FOR a beautiful finish, use the SUNDSTRAND pneumatic SANDER. 
Portable, light and easy to use, it will speed-up output and reduce 
operating costs. It is completely free from vibration. It can be used 
in awkward places and on flat, convex or concave surfaces. The pads 
reciprocate in opposite directions, thus eliminating end-thrust ‘‘travel.”’ 


The Sundstrand can be used for either wet or dry sanding. It is 
automatically lubricated and interchangeable pads for various needs are 
available when sanding or finishing wood, metal, plastic and composition 
materials. 


The ideal machine for removing blemishes, scratches and other 
surface defects, by use of suitable abrasives and fi inally by polishing to 
restore original surface and lustre. Also for removing ‘‘Flash’’ and 
other mould marks and for final polishing of mouldings. 





Write for details and demonstration to Dept. P/I 


SUNDSTRAND PNEUMATIC SANDERS 
NORGREN WORKS 


KENT HOUSE, 87 REGENT STREET. LONDON. W 
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AN INTERESTING FEATURE | 4 
ABOUT CRYSTALATE— 


is the great variety of components: in Plastics which they 


mould for widely different Industries as is illustrated by. :— 


RADIO CABINETS (3 RADIO KNOBS w 
BATTERY TERMINALS G COSMETIC LIDS () 
SWITCHGEAR HANDLES ih DOMINOES <> 
VACUUM FLASK CUPS {)IRON HANDLES|S 


ea; 
SSA} | 
S) 





LIPSTICK CASES i] INSULATION BUSHES 2 
BRUSH HANDLES G TERMINAL BLOCKS (ey 





VACUUM CLEANER PARTS i 


ELECTRICAL FITTING PARTS > 
TELEPHONE PARTS (@) etc. etc. 


AH the above and a multitude of other parts are produced by the 
compression transfer and injection moulding processes in thermosetting 


and thermoplastic materials and Crystalate special materials. 





Crystalate Lid., Golden Green, Tonbridge, Kent. Phone: Hadlow 233/4/5 (20 lines: 


Established 50 years 
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HERBERT “lp 

















REED-PRENTICE 10D-8OZ. INJECTION MOULDING MACHINE 
(Made by T. H. & J. Daniels, Ltd., Stroud) 


PLASTICS MACHINERY 
AND EQUIPMENT 


We supply a complete range of PLASTICS MACHINERY and 
EQUIPMENT comprising :— 


HYDRAULIC MOULDING PRESSES - INJECTION 
MOULDING MACHINES * TRANSFER MOULDING 
PRESSES * PRE-HEATING OVENS x PREFORMING 
PRESSES * HOBBING PRESSES * HYDRAULIC PUMPS, 
VALVES AND CONTROL GEAR x MOULDS 
DIES * HOBBINGS * DIE-MAKING MACHINES 
SPECIAL MACHINERY. 





We are also prepared to undertake the hobbing of dies 


Catalogues, schemes, and estimates on request from :— 
FACTORED DIVISION, RED LANE. Phone: 89221 (10 lines) 


ALFRED HERBERT LTD : COVENTRY 


SOLE AGENTS FOR PLASTICS MACHINERY ‘IN GREAT BRITAIN, INDIA, FRANCE AND ITALY FOR:— 


T. H. & J. DANIELS LTD., STROUD, GLOS. 
REED - PRENTICE CORPORATION, WORCESTER, MASS., U.S.A. 
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A DUFAY PRODUCT 


Once upon a time the ‘drummer,’ fixing his 
: foot firmly in the crack of the door, sold 
Modern his goods by blarney and persistence. Sales- 
manship is much more subtle to-day—and more 
, y rewarding. Goods packaged in crystal-clear 
Drummer cellulose acetate keep on the move through 
their sheer attractiveness. We welcome your 
enquiries for this inviting, versatile substance. 
There is no “if” about getting it. You can 

get it now! 


DUFAY-CHROMEX LTD., 14-16, Cockspur St., Westminster, London, SW1. Tel. : Whitehall 6747 





MAY, 1949 PLASTICS 


EXTRUSIONS 





PLASTICS 


e * 


Polystyrene Moulding Granules 


manufactured by 


DOW CHEMICAL OF CANADA LTD. 


The RIGHT Plastic 
for injection, compression and _ extrusion 
in a full range of standard colours, and 


NEW IMPROVED CRYSTAL 


R. H. COLE AND COMPANY LIMITED 
2, CAXTON STREET, WESTMINSTER, S.W.! 


Phone : Whitehall 0711/2/3 and 7193/4 Grams : Geratole, Phone, London 
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PLASTICS 


Established 1908 


E.M.B. PATENT No. 9B INJECTION MOULDER. 


N° 9B INJECTION MOULDER 


E.M.B. No. 9B INJECTION MOULDER has, since its 
inception, achieved an enviable reputation among 
moulding manufacturers. 


It is a fast, reliable machine in which the heating is 
under accurate automatic control. 


Powered by compressed air—clean in operation, easily controlled 


Temperature automatically controlled by ‘Ether’ Pyrometer 
Equipment 


Controllable heating zone 

Single handle operation 

Interlocked handle ensures correct sequence 

Dies have 136-ton direct lock—no toggles to wear-or jam 
Automatic attachment available as an extra 

Timed injection cycle prevents ‘ scamped’ mouldings 
Patent compensating feed 

Interlocked sliding gate guard 

Air pressure reducing valves 

All air cylinders and rams are hard chromium plated 


CAPACITY. 


Plasticising capacity { 397 Minder 26 Ibihr in cellulose acetate 

Distance between bars 113 in x 10 in 
Maximum die thickness 12 in 
Minimum die thickness 2in 
Movements of die platen 72 in 
Maximum area of work at 7 tons/sq in injection pressure 36 sq in 
Locking force 136 tons 


. 4 oz cylinder 7°6 tons/sq in max. 
Injection pressure 2 oz cylinder 11°9 tons/sq in max. 


Catalogues on request 


E.M.B. Co. Ltd. 


WEST BROMWICH—ENGLAND 


D 
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Pioneer Plastic House 


NOTED FOR TECHNICAL ACCURACY 
AND DELIVERY. OVER 40 YEARS’ 
EXPERIENCE. WE POSSESS A WELL 
EQUIPPED TOOL ROOM AND DEAL 
WITH REALLY DIFFICULT SUBJECTS. 


Address enquiries to 


TURNING AND 


DEPARTMENT DEPARTMENT 


W. H. TANT & CO. LTD. 


DOLLMAN STREET, BIRMINGHAM, 7 


Phone: ASTon Cross 3232 
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CH 3071 b 


her-M&B 


HDD Das 


In all processes requiring a B.P. grade of 
Chloroform or a B.P. or B.S.S. 579 grade 
of Ether Solvent the MESB products may be 


relied on for consistently satisfactory results. 


Enquiries to 


MAY & BAKER LTD. 


Dagenham + Telephone: Ilferd 3060 Ext.243 





PLASTICS MAY, 1949 


UPItExK: LIMITED 
MILL): STREET KINGSTON-ON-THAMES 


Ay 


yp TOOLS 
a LTD) 


TRAMWAY PATH, MITCHAM, SURREY. 


a ao enn: » 


HAM { 1425 1626 
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REGRINDS 
BOOST OUTPUT 


By severely cutting down the 
need for visits to the “ Doctor”, 

Sagar Carbide tipped saws (and knives 

and cutters) run longer without interruption of 
output and so -provide considerably healthier 
production rates. The grade of carbide 
tip maintains high planed finishes with 
litle waste throughout long runs. on 
plywood, “‘improved”’ wood, 

teak, fireproofed timber, 

plastics and other hard 

and abrasive materials. 





SAGAR (DEVELOPMENTS) LTD. 


CANAL WORKS HALIFAX 
ALSO AT LONDON AND BIRMINGHAM 
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Analyses of results have proved that whilst a 
super stir may be obtained from various shaped 
blades working against the pan, a TRUE mix 
can beeffected only between intermeshing blades. 
BEKEN “Duplex” MIXERS have scientifically 
designed blades intermeshing at a two to one 
ratio, continuously squeezing and opening out 
the material to obtain a true homogeneous 
batch—in less time and with lower power costs. 
Please write for a catalogue showing wide range 
of sizes. 


LAVINO (LONDON) LTD. «- E. HUNT & CO., LTD. 


“103 KINGSWAY, LONDON, W.C.2 Makers: pippie ROAD, BARKING, ESSEX 








JOINTS can be BROKEN and 
REMADE almowt INDEFINITELY 


The Ermeto Joint is so 
designed that when the nut is 
tightened the sealing ring cuts 
into the surface of the tube and 
throws up a collar of displaced 
metal. The ring itself becomes 
attached to the tube and because 
of this Ermeto joints can be broken 
and re-made 

almost indefin- 





affecting 

their pres- 

sure tight- 

ness. S 
I Case hardened ERMETO ring 
2 Cuts its own sealing flange 
3 As you tighten the locking nut 


BRITISH ERMETO CORPORATION LTD. 
BEACON WORKS * HARGRAVE ROAD - MAIDENHEAD - BERKS. 
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FOR TUBE 
SERVICE 


(rompton 


4t. & 5ft. in ‘Daylight’, ‘Warm-White’ & ‘Natural’ 
2ft. & 14 ft. in ‘Warm-White’ & ‘Natural’ 


FLUORESCENT TUBES 


CROMPTON PARKINSON LIMITED - CROMPTON HOUSE - ALDWYCH * LONDON, W.C.2 
Telephone : CH Ancery 3333. Telegrams : Crompark, Estrand, London 
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Technically Perfect 
Mouldings... 


MAY, 1949 





for the — Aircraft, 
Engineering, 


Electrical and 





Fancy Goods 







Trades 





ROOTES 


ubbings Luli 


S 1) O se G wlbiieg , BU CKS Telephone: Slough 22349 
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THE STERNOCLEANSE NURSE TELLS YOU— 


some racrs anour DERMATITIS 


Industry loses 13,000 pairs of hands 
annually through dermatitis. This is 
almost always contracted through the skin. 
STERNOCLEANSE Protective. Cream, 
applied before work, provides an invisible, 
yet protective non-greasy, “‘ glove”’ 
over hands and arms. This seals 
the skin against the irritating 
substances which cause dermatitis. 
The attached coupon will bring you 
free sample tin and prices. 


















i This coupon will bring you | 

| FREE SAMPLE TIN | 
This coupon, pinned to your business-heading and | 

i posted to Sternol Ltd. (Industrial Specialities 

| Dept.), Royal London House, Finsbury Square | 
London, E.C.2, will bring you free sample tin of 
STERNOCLEANSE together with full details and 


| prices S.16 








MAY, 1949 PLASTICS xvii 

















GREENS 


t under any conditions 

E xcellent for pastel shades 

R esistant to acids, alkalies and heat 

M anufactured for any specific requirement 
Answering the most difficult problems 

N ot affected by light in any concentration 
Extremely fine in texture 


N on-poisonous 


Technical Service and samples on request 
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THE FIRM WITH A ‘REPUTATION SECOND TO NONE 
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| 99 mixing employ the 
SHAW INTERMIX 


The Shaw Intermix is made in a wide range of sizes to suit 
all purposes. An exclusive feature of the machine is that 
all rotating parts are mounted on Roller or Ball bearings, 
giving trouble-free running. 

The Intermix is adequately water-cooled for the mixing 
of thermo-setting plastics at 
lower temperatures than is usually 
associated with internal mixers, 
yet can be heated for the mixing 
and gelling of thermo-plastic 
materials. 


The patented rotors of the Shaw 
Intermix are mounted on roller bearings 


FRANCIS SHAW & CO. LTD. 
MANCHESTER, 11, ENGLAND 


R176 
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CHANNELLED STRIP 
SERVES TO COVER THE JOINS BETWEEN 


ANY TYPE OF WALL-BOARD, PANELLING 
OR SIMILAR CONSTRUCTION FOR OFFICES 
SHOWROOMS, COACH BODIES, ETC. ALSO 
FOR TABLE & COUNTER EDGING. FOR 
FURNITURE DECORATION, DECORATIVE 
BUFFER FOR TROLLEYS, DRAUGHT EXCLUDER. 


Full 
Colour 


| Range 


Melusood Ternoplis 


38, CHEAPSIDE, LUTON, BEDFORDSHIRE 


TELEPHONE LUTON 4759 
LONDON OFFICE: 49, LONDON WALL, E.C.2. 
LONDON 
CoB. 


Telephone: MONARCH 6862/3 
STOCKISTS ANDO‘ DISTRIBUTOR TO THE BUILDING AND ALLIED T 


RADES 
ANDERSON LTD GRAHAM STREET, LONDON, N.Y. 
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Stewart Plastics Ltd. 


CAN SOLVE 
EVERY PROBLEM , a 


IN ole 


DESIGNING | 
TOOLMAKING C4 tip? 9 
& 7 
INJECTION 
MOULDING 


WITH 
SPEED & 
EFFICIENCY 


APPLY: 


TULsE HILL 
1082/3 


45, MORRISH RD., BRIXTON HILL, S.W.2 



































GPU. offer a wide range of 


General Power Units including Motors, Generators, 
Transformers, Engines, and in particular any 
“Specials” for the individual requirements of the 
Plastic Industry 


THe ELECTROPLANT CO. 
(Established 1912) ) 
Palace of Engineering, WEMBLEY | j | | | 


*Phone: Grams GROUP 


WEMbley 6061 (5 lines). ‘‘ Powaguide, Phone, London.” 
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PLASTICS 


When a moulded tray falls... 


SHOULD IT BREAK? 


HE answer is NO! —and, if it’s 

moulded in ‘‘Rockite’’ 3932, it 
won't. ‘‘ Rockite ’’ 3932 is an HSX 
grade phenolic material with an 
impact strength of 2.5-3.0 ft./lbs.— 
B.S.771 test results. Specimen trays 
made from it have been dropped 
12 ft. on to solid concrete without 


shattering. Ask BRP for full infor- 
mation on the application of this 
moulding material to trays, table 
tops, textile accessories, furnishings, 
instrument cases, tool handles, and 
all articles which in normal use may 
be dropped, knocked, subject to 
vibration or general rough handling. 


ROCKITE 5952 


THE EXTRA-HIGH-SHOCK-RESISIIMG PHENOLIC MOULDING MATERIAL 


BRITISH RESIN PRODUCTS LTD. 21! St. James’s Square 
BRP London, S.W.I. : Telephone: Whitehall 802! (7 lines) 
P 
Works: Tonbridge, Feltham, Radcliffe, Barry (under construction) **Rockite"’ is a Registered Trade Mark 
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pegRoum ial Costs 


*. ‘Use:-DOHM for pulvirlsing, mixing and grading. Six plants at 
“your service. 





* Use DOQHM reprocessed or reground thermo-plastic moulding: 
powders. 


* Write DOHM to-day: our ‘methods and ‘ffaterials will tic 
poet. ee competitive. 


167 VICTORIA Keg 
LONDON, S.W. 
Telephone : 
LTO Victoria tat 4/5/6 and 


Victoria 7913 


PLASTICS DIVISION SIX FACTORIES 














@® ACCURACY 
@ RELIABILITY 
@ PRECISION 











The Keynotes 
of 
LAW Craftsmanship 
in PLASTIC MOULDS 








fF W. LAW & SON LTD., CASTLE WORKS,” MANCHESTER ROAD, ROCHDALE, LANCS. 





‘9 
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We like the story of the Irish Farmer’s Wife, 
who, being told that her husband’s temperature 


was 104 degrees promptly popped a dozen eggs into 
the bed to hatch. Not being able to control a 
power she did at least economically apply it. 

If your power is being inefficiently controlled or 


applied let us be your physician. 


“FRASER 
PROGL LAA 


Mono-Radial high-pressure hydraulic pumps. 
Direct hydraulic systems for all industrial 
applications. 
Andrew Fraser & Co. Ltd., 29 Buckingham Gate, London S.W.1]. Phone : Victoria 6736/9. 
Grams : Monorad, Sowest, London. 
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Mouldings that matter 


FOR EQUIPMENT THAT MATTERS 


CHASSIS OF A TELEVISION SET 
INCLUDING MANY INTRICATE 
MOULDINGS BY K.M. 





KENT MOULDINGS 


PROPRIETORS: KOLSTER BRANDES LIMITED 


FOOTSCRAY KM) SIDCUP - KENT 


nd for the 
end (CORRUGATED MAN" 
He (tan orl 
will be glad to call 
at any time to offer 
suggestions for the 
better protection of 
your goods in transit 
















Enquiries to: SS Mad 
CORRUGATED PACKING MATERIALS (SALES) LIMITED 
35, BYROM STREET, MANCHESTER, 3. Phone: BLA 1937 


and the sales office will be notified in 
L O.N D O}N BRISTOL or BIRMINGHA™M 
SS rE 
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a In comparison with ordinary steel fabrication, 
| te only slight additional precautions are 


necessary in the handling of nickel-clad 


S . steel. Thus equipment can often be 
a ricd 10 fl constructed in situ, utilising existing 


labour, a most important factor when 


. plant is urgently required. 
0 iC a 2 a For full details of the methods of 


- fabrication, write either to The Steel 
St p e | Company of Wales Ltd., Shell Mex House, 
London, W.C.2, (Temple Bar 2248) or to... 

THE MOND NICKEL COMPANY LIMITED 


Sunderland House - Curzon Street - London - W.I 


12/Ma/t 
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A Plasticiser 


IRANOLIN P.D.L. 18 
FOR P.V.C. 





IRANO PRODUCTS LTD 
Samples and Technical data from Britannic House, Finsbury Circus 


London EC2 CENtral 7422 























—for the 
CONTROL 
. and 
INDICATION 
of operating 
temperatures— 


The Teddington Type OZ 


Write or ‘phone for a copy of Information Leaflet NS 13. 


TE BRUTISH THERMOSTAT C0. LTI 





SUNBURY-ON-THAMES, MIDDLESEX, = sunntt 


























MAY, 1949 PLASTICS xxvii 





Mouldings and moulding powders. 
Resins solid, powdered or in 
solution. Insulating varnishes. 
Cements and lacquers. Anti- 
friction resins for fabric bearing;. 
Casting resins. Capping cements. 
Paint resins. Filling compounds. 
Sealing fluids. 


In mesh 


with today’s requirements for the 


AUTOMOBILE INDUSTRY 


Full information and data from Sales Deveiopment Department 


Birkbys Ltd., Liversedge, Yorkshire, England 
London Office : 79, Baker Street, W.1 
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THE TENSILE STRENGTH 


OF MONSANTO 


POLYSTYRENE MOULDING CRYSTALS 


The tensile strength of Lustron was determined over a range of 
temperatures using injection moulded dumb-bell shaped test 
specimens of }” x }”. In the graph below, tensile strength is 
plotted versus temperature. The curve shows that the toughness 


of injection moulded Lustron increases as temperature decreases. 






ULTIMATE TENSILE STRENGTH- iBS, PER SQ, IN, 


Ultimate Tensile Strength versus Temperature of Lustron 


QUICK FACTS ABOUT LUSTRON . . . Low cost 
per pound . . . Lightweight . . . Faster moulding . . « 
New brilliance and clarity . . . No taste or odour . « « 


MONSANTO High dimensional stability . . . 


Excellent electrical qualities . . . Gay colour range. 


CHEMICALS 


Write to Plastics Department, Monsanto Chemicals 
Limited, Victoria Station House, London, S.W.1. 
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plastic 


mouldings... 
for two different 
types of thermostat 
control, made for the 
Rheostatic Co.Ltd. 
of Slough by... 


(i) THE MARK OF A 
NATIONAL 
PLASTICS 
COMPANY 


MOULDED PRODUCTS 














LTD. 22 Sirminzham 





CHESTER ROAD: TYBURN : BIRMINGHAM 24 


MPIO9 
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—, 





My. Co Lid 


GREAT WEST ROAD RRENTFORD. MIDDLESEX 


Corrugated Fibreboard Cases 
and all forms of Corrugated Packaging 


Factories at GREAT WEST ROAD BRENTFORD.  Tel.: Ealing 4555 
BIRMINGHAM, EDINBURGH, HISTON (Cambs), WARRENPOINT (Co. Down) 






































PLASTIC MOULDINGS OF ALL TYPES 





Unbreakable «+ Ina variety of artistic colours + High quality finish 


J. F. KENURE LTD., FELTHAM, MIDDLESEX 
- Telephone: Feltham 2604-5-6 


SO LT TTT 


. ae 
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“ Why not work a little faster ?” 


Says Sir Stafford to us all, 


“ There’s a purpose right before us, ' 


PRODUCTIVITY’S the call.” 


See how eagerly DESOUTTER Tools 


on bottlenecks advance ! 








r They are waiting on your signal— 


—-give each Little Horse his chance ! 


a 


Will you, won’t you, will you 
give each Little Horse his chance ? 
Will you, won’t you, WON’T YOU \ 


give each Little Horse his chance ? 











Specialists in Lightweight Pneumatic and Electric Portable Tools. 


‘ a Desoutter Bros Ltd., The Hyde,Hendon.London,N.W.9. Telephone: Colindale 6346-7-8-9 Telegrams: Despnuco.Hyde,London 
CRC203 
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THORNS 
INDUSTRIAL BUILDINGS 


sae 


for 
all purposes 


@ Unlicensed Materials 
@ Easy to Erect 
@ Prompt Despatch 
@ Free Lorry Delivery 
(250 miles) 
@ Wide Range of Sizes and 
Designs 





Write, ‘phone or call for full 
details and specifications, stating 
type and size of building required. 


J. THORN & SONS, LTD 
Box 3) BRAMPTON ROAD 
BEXLEYHEATH, KENT. 


Telephone : Bexleyheath 305 











BD 249 








Transparency . . . Shock Resistance . . . Dimensional 
Stability . . . are leading features of ‘ TENITE’. 


For technical information, literature and moulding samples 
write to:— 


T.£.c. propucts pivision, KODAK LTD 


WEALDSTONE - HARROW: MIDDLESEX. Tel: HARrow 4380 Ext. 27 


ee 


nt, 
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We show the sections of an injection tool for moulding a vacuum-cleaner nozzle in 

thermo-plastic material ; a coring piece is being checked for true alignment during 
assembly. As the press opens, this part is automatically withdrawn, the moulding 
then being free to hinge out on the fulcrum of the round coring piece shown in the 
foreground. . 


NOT SO DUSTY! 


For the production of this complicated tool no less than 36 parts were entailed, 
ranging from small dowels to main die blocks. We worked to fine tolerances 
throughout. Although not representative of unorthodox or spectacular 

methods, this tool presented its own problems, calling for great care in the 
planning of the hardening procedure to avoid distortion. Just another 
of those instances where experience counts for so much; however, we’re 
not kicking up a dust about it — it’s all in the day’s work to us and yet 


another typical example of how we work to— 


THE ULTIMATE IN PRECISION 


B-i-P TOOLS LIMITED 


Member of the Gauge and Toolmakers’ Association 
TYBURN ROAD, ERDINGTON, BIRMINGHAM. 24 


Telephone : Birmingham East 2061 Telegrams: Plasmould, Birmingham 24 


iS 


GROUP \\y 
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A new way 
with an old 
problem ! 


For flash grinding, edging and trimming 
PLASTIC MOULDED PRODUCTS 
GLASS & GLASSWARE 
TILES (including glazed tiles) 
POTTERY * DIECASTINGS, ETC... 


* IMPROVED FINISH -in many cases a subse- 


quent mopping operation is unnecessary. 


¥K QUICK COOL CUTTING-avoiding dis. 


tortion and discoloration. 


* NO DUST -—saving installation of costly dust 


extraction plant. 


Ye LONGER BAND LIFE band does not load 


with grinding dust and can be used until the 
abrasive has worn away. 


WV 4 M.D. LINISHER 



















We shail be pleased to arrange a demonstration at our 
Send for full details to:- Works, or to show you the results obtained on your own products. 


TURNER MACHINE TOOLS LTD., 63-68 PRINCIP STREET - BIRMINGHAM : 4 








FAMOUS FOR FINISH 


ARTOCO 


WALLBOARD 


A laminated synthetic resin material with a 
beautiful hard gloss surface which is very easy 
to keep clean. “Artoco” is sufficiently rigid 
for mounting on timber framework or can be 
supplied thin for application to plywood, asbestos, 
etc. This wallboard has scores of uses for 
Building, Transport, 5 ag Shipping, etc. 
—write for full 8 

details. 











1OCO Rubber Flooring or Tiling is available in plain 
and marble colours and is the most durable form of 
floor covering in which you can invest. 


Sits, LIMITED 
No) 


ANNIESLAND, GLASGOW, W.3. 
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The ESC folder, reference PLM.1/2, contains 
details of steels eminently suitable for 
present needs. 


New steels, however, are being designed to 
meet the special problems arising out of the 
rapid development in the Plastics Industry. 


ENGLISH STEEL CORPORATION LIMITED 


OPENSHAW MANCHESTER 
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NO MORE BLOCKED DRAINS— 
PROPER HYGIENE 


BARRY WALD 


WcinEa 
e lutomatic I Prov. Patent No. 7247 


SOLVES A MAJOR —. 
PROBLEM FOR FACTO ond 
OFFICES & INSTITUTIO 


Operated by the very simple 


ec- 
a lever, it eff 
action of pulling waste material, 
















them to comp 
irel automatic 
= EFFICIENT 


ECONOMICAL as DISPENSABLE 


FOOLPROOF ° 


Sole Distributors : 





ALLIED METALS LTD. 


62, i cerlyh do watt. LONBON. ngpaniy 


Jelepho: nes: Mor Monarch 4922-4923 Te 


egrams: A , 








ANUFACTURED from “Perspex” Acrylic Resin 
M sheet, with one welded seam. ” bes an 
The outstanding physical properties of “ Perspex,” Tu 
with its high clarity, low water absor; tion and 4 
toughness, make this tubing suitable for numerous linder 
Industrial and Research purposes. Stancard range cy 
of 38 sizes of tubing from 3% inch to 4 inch 
outside diameter. Cylinders from 4 inch upwards. 


Solely, manufactured by .— 


Pat. applied for 


EVOLITE PLASTICS LTD., 325/327 LATIMER RD., LONDON, W.10. Locbroke /879/3709 
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Youre Rienrt WITH NESTORITE 


SERVICE—as “ expressed” by FERGUSONS | 7 7 : 
We have proved that the precept of ‘‘ What you give, ; Lg ™ s eos 
you get’’ is a highly successful one, for it is by the extra , 


measure of service given that we have earned an Z 
ever-expanding volume of business. > x 

Ferguson Service has never grudged, and never will 
grudge, any amount of personal inconvenience to help: Ly y | 
customers out of some difficulty. 4) Sy 
Ferguson Express deliveries by nearest_rail of og 





Inter-planetary 
deliveries? 


route represent an advantage Ferguson customers t= We have not as yet received 
particularly appreciate. “qgossy any enquiries from the Moon 


, or other Planets, but when 
; : Psi al that time comes, Ferguson 

e if Service will be as faithfully 

EXPRESSED as to-day. 


JAMES FERGUSON ¢ SONS LID. 


MERTON ABBEY, LONDON S.W.19. Tel: Mitcham 2283-7 





A. S. HARRISON & CO. Pry. Ltd. 85, Clarence St., Sydney, Australia. 
ANDRE BERJONNEAU, 134, Avenue de Villiers, Paris 17, France. 
JOSE DELCLOS, Angel Baixeras, 39, Barcelona (2), Spain. 
EINAR HOLMARK 19, GI. Kongevej, Copenhagen V, Denmark. 
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THE BAKELITE SERVICE TO MOULDERS.... No.1 





IMMEDIATE DELIVERY ! in London, Birmingham and Man- 
chester we keep large reserves of standard BAKELITE materials, to give you 
immediate delivery — wherever your factory is in Great Britain. You can order 
by phone— Sloane 9911 (London), Midland 5911 (Birmingham), Central 4908 
(Manchester) and City 6825 (Glasgow). This is one aspect of our Service to 
Moulders which includes also technical advice on materials, methods and 
product design. 


BAKELITE © PLASTICS 


REGD TRADE MARKS 


More than a Product —a Service 
BAKELITE LIMITED - 18 GROSVENOR GARDENS - LONDON .- s.wW.! 
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“The resin called Cabuchu in the countries of the Province of Quito 
near the ocean, is also very common at the bank of the Maraon. When 
it is fresh it can be moulded into any desired shape, it is impenetrable 
by rain but, what makes it still more remarkable, very elastic. Bottles 
are made of it which are unbreakable, shoes, hollow balls which flatten 
out when tressed, and assume their shape again when released. The 
Portuguese of Para have learned from the Omaguas how to make 
syringes out of the material which need no piston ; they have the shape 
of hollow pears pierced by a small hole at one end where a small tube 
is fastened to it. They are filled with water and, when pressed, function 
like any ordinary syringe. This implement is much used by the Omaguas. 
When they congregate for a festival the polite host does not fail to give 
one to each of his guests as a present, and they always use it before 





taking their ceremonial meal.” 


From : 


C. M. de la Condamine’s ‘A’ Voyage 


into the Interior of South America.” Read at a public 
meeting of l’Acadamie des Sciences, Paris, 1745. 


EDITORIALS 





The Fair at its Fairest 


HESE notes have been written on the 

third day of the B.LF., so that readers 
will not expect us to make any assess- 
ment as to what business was like. 

But we can remark on the stands 
themselves: there is every cause for con- 
gratulations and admiration. Our criti- 
cism of the 1948 Fair no longer holds 
for 1949. With very few exceptions not 
only is the design of stands vastly 
improved, but we can see the wood 
because of the more widely spaced trees. 

For the raw material manufacturers 
there is generally little difficulty. For the 
moulder, who, after all, can mould any- 
thing from a motorcar facia board or 
radio cabinet to a toy mouth organ or 
flower bowl, it is difficult to know where 
to stop. We prefer the few choice speci- 
mens which give the visitor a clear view 
of the capabilities of the manufacturer. 
We admit, however, that this is only a 
matter of opinion and that some buyers, 
especially those with limited knowledge 
of the industry, want to see the object 
they want on the stand and to handle 
it. It is therefore with great pleasure 
that we pass on this message to the 
plastics industry from every visitor to 


this journal’s stand—“ It is magnificent! ” 
We think it is thoroughly deserved. 

There were visitors in plenty and 
inquiries were good, far more, in fact, 
than in 1948, and especially noteworthy 
in the p.v.c. sheeting, toys, fabricating, 
packaging and fancy goods sections. 
Industrial mouldings are never sold “ on 
sight,” but judging from the opinions of 
every overseas visitor to this stand, which 
related to the greater range of raw 
materials, improved quality of finished 
and half-finished goods, designs and 
ideas, there is room for a good deal of 
confidence this year. 

And to speed us further on our way, 
what greater fillip could we have had on 
that Tuesday when the Queen, the 
seemingly tireless Queen Mary, Princess 
Elizabeth and the Duke of Edinburgh, 
saw and praised what we have been work- 
ing for these many years? We don’t say 
that the tough buyers from the four 
corners ran berserk and ordered millions 
of razors and billions of fountain’ pens 
aS a consequence, but things warmed 
and it all cheered us up no end. 

Our own Stand was a small replica of 
the industry and acted as a clearing house 
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for all problems. We were happy enough 
to guide a large number of visitors into 
the proper channels. 


Industrial Productivity 
Ts first report of the Committee on 

Industrial Productivity has now been 
published (H.M. Stationery Office, price 
6d.). Under the chairmanship of Sir 
Henry Tizard, G.C.B., F.R.S., the Com- 
mittee has worked to advise on the form 
and scale of research effort in the natural 
and social sciences which would best 
assist an early increase in industrial 
productivity. 

The term “ productivity” is taken to 
mean not only accelerated improvements 
in Output per man/hour, but also that 
these improvements are reflected in an 
increase per man/year. After stating the 
basic needs, namely, adequate supplies 
of raw material, coal, power, equipment, 
especially machine tools and their proper 
use of these and of manpower, and giving 
the welcome news that the situation 
regarding the production of machine 
tools had improved, the report discusses 
the importance of quality, re-deployment 
of labour and machines and the need for 
examining productive and distributive 
processes by industrial consultants and 
other means. It must, however, be stressed 
so far as scientific research work in 
general is concerned, states the report; 
that an immediate increase in productivity 
depends more on understanding the 
implication of scientific research and on 
the application of existing knowledge 
than on results of new research. 

Of great importance is the need for the 
development of control mechanisms, which 
are being studied at the National Physical 
Laboratory; and for facilities for develop- 
ment, by which is meant the stage between 
scientific discovery in the laboratory and 
production in the factory. Furthermore, 
there is the importance of continued and 
increased standardization and the subject 
of measurement of productivity itself—a 
matter of exceptional difficulty but essen- 
tial if we wish to know where we are 
going. The problem is being examined 
by the Board of Trade. 
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’ A valuable section is that on Technical 
and Operational Research. The latter is 


defined as the use of the scientific method 


to provide executives with an analytical 
and objective basis for decisions. It has 
the advantage that it can produce results 
in a shorter time and with less expendi- 
ture than fundamental technical research. 
The importance of human factors is 
stressed, and managerial practice (e.g., 
training of foremen and joint, consulta- 
tion) and “Human _ Engineering” 
researches are being examined. 


Four Freedoms for 
Industry 


EFORE an audience of some 300 

members and guests of the British 
Plastics Federation at the annual 
luncheon at the Savoy Hotel on April 27,. 
the Chairman, Mr. C. F. Merriam, 
delivered a spirited talk on the past and 
future of the plastics industry. 

We had learnt more about our pro- 
ducts, he said, and we were establishing 
better standards and performances for 
our raw and finished materials. 

Of the future, he said, so long as we 
are left to our own devices and had free- 
dom from crippling purchase taxes, free- 
dom to trade anywhere, freedom to buy 
machinery, and freedom to put our fac- 
tories where we liked, we should surprise 
ourselves at the progress we should make. 

Among the many guests there were 
Swedish, Norwegian, Danish and French 
visitors, and in welcoming them, the 
Chairman was especially glad to see Mr. 
Harry Nystrém, President of the Swedish 
Plastics Federation, who had shown such 
great hospitality last year to ‘British 
visitors. 

Mr. Nystrém’s talk on “ Plastics in 
Sweden” is reported on page 233. 


Leslie McArd. 

On going to press we are shocked to hear 
of the death of Leslie McArd, of Robert 
McArd and Co., Ltd., of Denton, Man- 
chester. This great worker for the industry 
will be missed not only in this country, but 
by his many friends abroad. 
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MOULDING POWDER AND SHOT 


The P.V.C. Section of the British 
Plastics Federation will soon, we believe, 
publish a special pamphlet to send to 
retail organizations and large 
retail stores, telling them 
more about p.v.c. sheet and 
similar goods. It will give 
them, their salesmen and saleswomen, 
and thus the public, the real facts on this 
material, which received such a setback 
because of public reaction a few years 
ago. It will tell them what to do with it 
and what not to do. This, we are sure, 
is one of the best methods of tackling the 
job. Incidentally, we must congratulate 
some of the manufacturers on the great 
improvement in quality that is now being 
put on the market. Better raw material, 
better plasticizers, better printing, thick- 
nesses up to 20 thou., and collaboration 
have done the trick. 


P.V.C. 
Publicity 


* * * 


Mr. George B. Koch, of B. F. Good- 
rich Chemical Co., in his address before 
the sixth annual conference of the Society 
of the Plastics Industry at 
Santa Barbara, California, 
gave figures of American 
production of coated fabric 
with. vinyl plastisols and organosols 
(anglicé, polyvinyl pastes). In 1939, 
55 million yards of coated fabric were 
made, mostly of nitrocellulose. In 1947 
this figure had jumped to 130 million 
yards, of which 50 million was vinyl- 
coated fabric and 20 million of unsup- 
ported polyvinyl plastic. Estimates for 
1948 were 50 million yards of nitro- 
cellulose, 60 million of vinyl-coated 
fabric and 25 million unsupported. 
These predictions were found to be 
accurate. He also repeated Mr. Scott 
Moulton’s generous pat on the back for 
this country: “Although the restricted 
economy in England has forced many 
hardships upon industry, it has led to 
many technical advances. For in most 
cases fabricators are unable to purchase 
elaborate machinery and as a substitute 


Vinyl 
Plastisols 


have shown great ingenuity in designing 
less-expensive equipment which will do 
their job as well.” 


* * * 


It is not often we give publicity to local 
doings, but this one deserves special 


mention. Mr. C. A. Cornish, head of 
the Ebonite Department of 
* Best the United Ebonite and 
Boss ” Lorival factory at Little 
Lever, near’ Bolton, has 


received a gift from 64 of his girls in the 
finishing shop. It was a completely 
spontaneous gesture in recognition of his 
help to them in their work. They 
declared he was the best boss in Lan- 
cashire. No doubt there are other “ best 
bosses ” in Lancashire and elsewhere, but 
it is a pleasure to hear of one from the 
lips of the workers themselves. This 
type of boss-worker relationship has 
been known to grow without the aid of 
Government egis. 


* * * 


While in Paris last January for the big 
“do” at La Maison de la Chimie, by a 
strange coincidence we happened to be 
present at a crowded cocktail 
party on the opening of a 
new restaurant, at 124, Rue 
La Boétie, by a friend of 
mine, Jean Pagés, who used to run La 
Coquille and La Cigale in London 
during the war (Gordon Kline, of the 
U. S. Bureau of Standards, and N.J.L. 
Megson, of our Ministry of Supply, will 
both remember him). Jean presented me 
to Mlle. Mistinguett, whose legs are still 
worth a million and who showed con- 
siderable intelligence by asking: “ Ah, 
Monsieur Doguesboddee, when are you 
great scientists (sic!) going to produce 
the plastic plate unbreakable, the plate 
that one can heat, the plate that one can 
wash with of the water boiling? ” I looked 
into her lovely eyes and said—well, 
fellows, what could I say? 

DossBopDyY. 
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Plastics in Sweden 
By Harry Nystrom* 


President of the Swedish Plastics Federation 


Sine plastics industry in Sweden was 
born in 1917-18, when two companies 
began to manufacture moulding powders 
of the phenolic type, and also to make 
mouldings. In the period between the 
two world wars the industry developed 
slowly, but 30 to 40 companies were 
producing plastics in 1939. 

When the war ended and Sweden could 
again buy machinery and raw materials 
from Great Britain, the U.S.A. and other 
countries, the number of firms engaged 
in the plastics industry increased rapidly. 
Between 250 and 300 concerns are to-day 
producing plastic materials and semi- 
finished and finished products. There are 
also many firms acting as agents for 
foreign manufacturers. 

The Swedish Plastics Federation has 
to-day a membership of 155 firms. All 
the important compression and injection 
moulders, extruders, and film and leather- 
cloth manufacturers are members of the 
Federation; as to the moulders, we know 
that their capacity represents about 
75 per cent. of the total Swedish capacity. 

You get some idea of moulding 
capacity in Sweden, when it is mentioned 
that we have about 900 presses (total 
tonnage 80,000 tons) and between 150 
and 175 injection moulding machines 
(total shot capacity about 30 Ib.). 

Four machines are engaged in the 
extrusion of thermoplastic materials, in 
part specializing in the extrusion of p.v.c., 
which is also used by the cable works; 
p.v.c. sheet is manufactured by six or 
seven firms, and p.v.c. leathercloth by 
four firms. 

The making of articles in acrylic 
plastics by machining, blowing and other 
methods is fairly new in Sweden, mostly 
because of difficulties in getting materials; 
eight to 10 firms now specialize in this 
kind of work. 

Phenolic resins are manufactured by 


nine concerns, including those making 
resins for the paint and varnish industry; 
the makers of phenolic moulding 
powders are four; those of laminates 
are three. There is one maker of mela- 
mine resins, adhesives and moulding 
powders, this production being wholly 
based upon Swedish raw materials. We 
also have two manufacturers of urea 
moulding powders, and four or five com- 
panies manufacturing urea adhesives. 

Polyvinyl chloride and some of its 
copolymers are also manufactured in 
Sweden; the production to-day covers 
consumption, with the exception of some 
types needed for the.cable industry. 
Polyvinyl acetate and polyvinyl formal 
are produced, but no cellulose plastics 
are yet manufactured in Sweden, 
although two companies are compound- 
ing cellulose acetate and other moulding 
powders from imported flakes and 
plasticizers. 

We have in Sweden a large production 
of regenerated cellulose film and a 
smaller one of cellulose-acetate film. At 
least two firms, in the very near future, 
are ready to start the commercial pro- 
duction of acrylic resins in the form of 
sheets, and also as moulding powders. 

From the data given in this short 
survey, it will be understood that we in 
Sweden are still depending on imports of 
various materials. Before and during 
the war most plastic materials and pro- 
ductions came from Germany, and only 
to a small extent from Britain and the 
U.S.A. To-day, most materials are 
imported from Britain. Even if the 
picture is again changed, due to currency 
restrictions, etc., I believe that Britain will 


still remain the main supplier of 
materials for the Swedish plastics 
industry. 





*From a speech at the 14th Annual Luncheon of the 
British Plastics Federation in London, April 27. 
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A Reference Cabinet for 


samples 


THs is the story of a sequence of 

designs for a box intended to hold 
and display, with easy access, a repre- 
sentative selection of a certain manu- 
facturer’s samples of glass. These boxes, 
issued for the convenience of architects 
and others, have been in use by Pilk- 
ington Brothers, Ltd., of St. Helens, 
Lancs, who eventually turned to plastics 
as a medium of construction. 

The first box, introduced in 1920, was 
of wood, that being more or less the 
conventional material of which to make 
a box; the latest (January, 1949) was 
moulded by Ashdowns, Ltd., of St. 
Helens. The first box (Fig. 1) was of the 
simplest design, -suitable for holding a 
number of glass samples, each measuring 
4 ins. by 3 ins., on edge in mass. Such 
a box, extended in length and _ sub- 
divided to accommodate a larger number 
of samples, was in use until the outbreak 
of the Second World War in 1939. 

In 1945, when the re-issue of basic 
samples became imperative, there was a 
shortage of material and also of samples. 
The most compact solution appeared to 
be that of a box made on straightforward 
lines (Fig. 2). This box was something 


of a stop gap while Pilkington’s Design , 


Committee got down to the task of 


of Glass 


evolving a prototype for an entirely new 
sample box which was better suited to 
post-war years. 

With the object of meeting their needs, 
Pilkingtons set forth the following 
requirements for the new box:— 

(a) Each sample must be accommo- 
dated separately. 

(b) The samples must be grouped. 

(c) They must be so fitted that it would 
be easy to remove and replace them 
individually. 

(d) It was recessary to be able to 
locate any particular sample at a glance. 

(e) Samples when replaced should not 
foul the lid of the box, thus preventing 
it from closing easily. 

(f) There should be provision for a 
contents slip. 















Fig. 2 (above).—First 
post-war sample box, 
also of wood (1945). 


Fig. 1 (left)—Wood box 

containing samples on 

edge in mass, introduced 
1920. 
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Fig. 3 (right).—The first 

prototype for a wood box 

by the Pilkington Design 
Committee (1945). 
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Fig. 6.—The final result by Ashdowns Ltd.—a moulded box with the lid in urea- 


formaldehyde and the base in phenol-formaldehyde. 


(g) Provision for 
also desirable. 

The first prototype of the Design 
Committee (Fig. 3) was produced (1945) 
by Pilkington’s own technicians. 

In March, 1945, another design was 
produced by the Design Committee 
(Fig. 4). This box accommodated the 
same number of samples as the prototype 
(Fig. 3), but provided more space to 
facilitate handling. 

Meanwhile, the Design Committee 
was considering the use of plastics for 
making the box. In October, 1945, after 
discussions with the Pilkington Design 
Committee, Ashdowns, Ltd., produced 
a prototype in “ Perspex ” (Fig. 5). This 
showed the possibilities, although it was 
agreed that a moulded box would be 
more economical and satisfactory than a 
fabricated box, particularly as the boxes 
had to be produced in quantity. 


new samples was 


(January, 1949.) 


For the final result in design (Figs. 6 
and 7) phenol-formaldehyde — was 
employed for moulding the base of the 
box, and urea-formaldehyde for the lid. 
It was considered that the use of plastics 
would offer a more attractive article than 
one which had previously been made of 
wood. 

In evolving the final design, Ashdowns 
had the advantage of seeing all the 
previous attempts which had been made 
to arrive at the ideal form of box to 
house and display a complete range of 
Pilkington glass samples, and they duly 
took note of all the details of require- 
ments. They appreciated immediately the 
difficulties which were being experienced 
in reaching their objective, and also the 
fact that a wooden box or cabinet 
lacked refined artistic shape, the design, 
and the finish which were so necessary 
for the article in question. 
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Fig. 7.—Exterior of moulded box, seen also in Fig. 6. (January, 1949.) 












| 
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Fig. 8.—Section through 
moulded box of final 


design, as seen also in 
_ Figs. 6 and 7. 





As a mere container, the cabinet was 
required to accommodate accurately and 
individually 60 glass samples, each 
measuring 3 ins. wide by 4 ins. high, and 
of varying thicknesses, each sample bear- 
ing a descriptive label. It was therefore 
necessary to tilt the samples at an angle 
which enabled each label to be clearly 
visible above the sample immediately in 
front of it. This requirement presented 
certain difficulties owing to the necessity 
of having a straight draw in the mould- 
ing tool, but the difficulties were over- 
come by adopting the design shown in 
section in one of our illustrations (Fig. 8), 
by which the base became: a practical 
moulding proposition. 

As it was necessary also to provide for 
an index of the samples for quick 
reference, a suitable recess was incor- 


porated on the underside of the lid to 
locate this feature. 

Another problem concerned the hinges. 
By using a hinge of the piano-type, the 
lid, when fully open, sits flush against the 
base. This arrangement was carefully 
planned in order to reduce the stresses; 
the slots at the base of the cabinet were 
provided for ease of lifting (weight being 
appreciable when the box is filled with 
samples); and a slight chamfer was 
incorporated at the front of the base to 
provide a finger grip. 

Herein lay the chief difference between 
the artistic type of designer and the 
result achieved by the technical designer 
in plastics. The box in its final shape 
retains artistic appeal, but at the same 
time it adequately fulfils its intended 
function. 
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These brushes were subjected to tests on general ship work, i.e., steel, wood, 
canvas and cork cemented surfaces, at an Admiralty dockyard. The photographs 


were taken after 175 working hours. 


Left to right: Nylon, original length of 


filaments 24 ins. ; bristle (mixture) ; bristle (mixture) ; nylon. 


Nylon Paint Brushes Have 4x Life 


[URING a recent visit by the Press 
to IL.C.I. (Plastics Division) at Welwyn 
Garden City, we had the pleasure of 
seeing what may be called the next stage 
in the progress of nylon, or rather the 
nylons—since, chemically speaking, there 
are many. 

The progress is clearly three or more 
fold. We saw not only several important 
new applications of the filament form of 
nylon, which the world generally recog- 
nizes as stockings and tooth- and hair- 
brushes, but also the advent of new 
nylons, in granule form, for injection 
moulding and extrusion, and in another 
form, as film.” The latter, that is, the 
moulding and film types, we shall 
describe at some length in our next issue. 
In what follows we shall confine ourselves 
to a new lesser-known industrial use of 
the monofilament. 

Of very special interest is the paint 
brush, in which the conventional animal 
bristle has so long held sway. In the 
normal toothbrush or hairbrush the 
filament is cut more or less “square,” 
that is, vertical to the main axis of the 
filament. Obviously, too, this is neces- 
sary,in many industrial brushes such as 
are seen in the photographs on the oppo- 


site page. In the paint brush, however, 
at least in the best qualities, the whole 
of the bristle is used, that is, bristle com- 
plete with tapered end. 

After a long period of research and 
development work, a method of tapering 
nylon has been evolved by grinding, the 
capillary action of the nylon being 
improved in consequence, so that paint 
is applied perfectly uniformly. Thus, in 
all ways, from the practical point of 
application of paint, which we observed 
under actual comparative tests at 
Welwyn, the new nylon brushes are as 
efficient as conventional type brushes 
made from the finest bristle. 

What is perhaps of still greater interest 
and value is the life of these brushes. 
Nylon filament, as is well known, has a 
tensile strength of about 50,000 Ib. per 
sq. in., that is, only slightly less than that 
of steel. Furthermore, it is exceptionally 
tough, abrasion resistant and resilient and 
is unaffected when exposed to water, sol- 
vents and most chemicals, with the result 
that the new brushes, for paint or dis- 
temper, have a life four to five times that 
of animal bristles. The photographs at 
the head of this page speak eloquently 
of the economic value of this fact. 
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(Below) 6-in. 
distemper 
brush made 
from 1.C.1. 
tapered nylon 
monofil. 





(Right) Nylon floor-scrubbing, 
floor- polishing and carpet- 
shampooing brushes as used in 
Dixon machines. (Nash’s 
Brushes Ltd., Watford.) 
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(Left) Nylon fruit- 
pulping brushes in 
use at the Silver- 
town works of 
James Keiller Ltd. 
Brushes made by 
Webb (Jarratt and 
Co.) Ltd., London. 


(Above) Nylon brushes for sieving dry powder 
at works of Plant Protection Ltd. Brushes 
made by Wm. Haywood (Maidstone) Ltd. 
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World’s Industry 
Employs Plastics 


CREE, 
GENERAL_ENGINEERING 





Jaws for Chucks.— 
Moulded __ phenolic 
plastics are used in a 
common lathe 
chuck (Gisholt 
Machine Co., Madi- 
son 10, Wisc., 


U.S.A.) in order not 
to damage work, in 
particularly thin-walled parts. (“‘ Machine 
and Tool Blue Book,” 1949/Mar.256.) 


New materials with new applications 
include a short-cure thermosetting alkyd 
moulding compound and an urea- 
formaldehyde compound with shortened 
moulding cycle, melamine formaldehyde 
thermosetting resin of high translucency, 
heat-resistant polystyrene, stable high- 
temperature thermoplastic and abrasion- 
resistant vinyl. (“ Materials and 
Methods,” 1948/Nov./76.) 


Nylon bearing material was described 
by R. B. Akin in a paper read before 
A.S.M.E. Of the large number of nylon 
types now available, FM. 10001 is the 
most rigid, has the highest softening tem- 
perature, and is the least expensive. It is 
handled by injection moulding. | When 
used as bearings, a lubricant is required 
for light loads at high speeds and for 
moderate loads at low speed. (“ Materials 
and Methods,” 1949/Feb./95.) 


Compressed wood fibre. — Manufac- 
tured sheets of wood fibre (“ Masonite ”’) 
are suitable for both mass- and small- 

‘ quantity production of a variety of 
products. Applications and data on 
average properties are given in “Materials 
and Methods,” 1949/Feb./54. 


Thermosetting laminates.—This second 
instalment deals with the application of 
these materials, based on their physical, 
chemical and electrical ‘properties. 


Advantages and limitations enable a 
working comparison of the laminate 
grade with each other and with other 
materials. (“Product Engineering,’ 
1949/Feb./138.) 2 


Prevention of warping.—In order to 
prevent warping of compression-moulded 
components, special fixtures have been 
designed by General Electric Co. to keep 
parts in shape. Four illustrations are 
given for small radio cabinets, handles 
for soldering irons, desk-top book racks, 
etc. (“ Machinist,’ 1949/Jan. 29/1293.) 


Silicone sponge is suitable for use as 
gaskets and as vibration mounts; it 
retains its properties through a tempera- 
ture range of -—70 F. to + 500 
degrees F. The material is available in 
extruded or moulded shapes, as well as 
sheets. (‘‘ Machine Design,” 1949 /Feb./ 
152.) 





Mould Design.— 
R eco mmendations 
for designing plastic 
moulds, and for the 
design of plastic 
components with in- 
serts, are given by 
W. Nichols. The 
article is well illus- 
trated, and hints are included on the 
design of ribs, metal inserts, hinges, 
bosses, etc. (“ Machinery Lloyd,” Cont. 
Edition, 1949/ Mar. 19/52.) 


Melamine mouldings.—A flowsheet on 
the production sequence of the thermo- 
hardening melamine compounds, which 
strongly resemble urea resins has been 
published as “ Mechanical World ” Flow- 
sheet 183. (“ Mechanical World,” 1949/ 
March 25/325.) 


Silicones.—An authoritative survey of 
the sources and characteristics of silicones 
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has been given by Dr. D. V. N. Hardy in 
a paper before the Oil and Colour 
Chemists’ Association. From the discus- 
sions it appears that some of the expecta- 
tions advanced two to three years ago 
have not yet been fulfilled. (“ Chemical 
Age,” 1949/Feb. 26/322.) 

Glues and_ plywood.—Investigations 
with glues, such as casein, prolamin- 
formaldehydes, phenol - formaldehyde, 
and Tegofilms, and paints such as Bitu- 
max, cashew-nut shell oil and phenol- 
formaldehyde varnish, have been pub- 
lished by the Forest Research Institute, 
Dehra Dun, U.P., India. 

Mechanical joint. — A __ simplified 
mechanical joint for furniture (Camlock 
Division, Western Automatic Machine 
Screw Co., Elyria, Ohio, U.S.A.) is stated 
to replace woodscrews and glue in furni- 
ture assembly. (‘‘ Business Week,” 1949 / 
Feb. 5/44.) 

Nylon-pile carpets for aircraft use have 
been developed with a weight of only 
2.4 Ib./sq. ft. The. Producers are 
Alexander .Smith and Sons Carpet Co., 
U.S.A. (“ Business Week,” 1949/ Feb. 5/ 
50.) 

Television masks for framing the front 
end of the cathode-ray tube are injection 
moulded in ethyl cellulose in a dull finish 
to improve visibility of screen. Masks 
for receivers of 52 sq. ins. are made in 
this way. (‘ Materials and Methods,” 
1949/Feb./71.) 

Plastic coatings ——Two fields of study 
have recently appeared as the result of a 
questionnaire on the measurement of 
coating hardness: Elastic deformation 
and plastic deformation of the coating 
films. Plastic deformation will have to 
be further subdivided according to 
whether it is with or without rupture of 
the coating film. (A.S.T.M. Bulletin, 
1949/Jan./67.) 

Transparent spray.— Produced by 
Foster and Kester Co. Inc., Philadelphia, 
dries in less than one minute, leaving a 
clear satin finish retaining flexibility of 
material to which it is applied. 
“Machinery ” (N.Y.), 1949/Jan./188.) 

Synthetic rubber.—G. Fromandi and 
H.'Roelig have investigated the influence 
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of various filters on the elastic behaviour 
of Buna S rubbers, considering at the 
same time the resistance against deforma- 
tion and general mechanical properties. It 
is distinguished between materials 
stressed dynamically or _ statically. 
(“ Kunststoffe,” 1949 / Dec. /245.) 

Infra-red prism spectrometry on 
plastics—E. V. Plyler used a prism of 
KRS-5_ (thallium-bromide-iodide) on a 
Parkin-Elmer spectrometer to measure 
the transmissions of various substances, 
among them polystyrene and polyethy- 
lene in the infra-red region from 24 to 
40 microns. (Journ. Res. Nat. Bur. 
Standards, 1948/Aug./125.) 


Stretch tester of new design for plastics 
uses an electric weighing system, based on 
the strain gauge systems. Loads from 
2 gm. to 5,000 Ib. can be applied, stretch 
action is controlled by a pulling jaw with 
speeds from 0.02 to 20 in./min. A high- 
speed recorder gives load-elongation 
curves. The makers are Instron Engineer- 
ing Co., 2 Hancock Street, Quinery, 
Mass., U.S.A. (“ Business Week,” 1949/ 
Feb. 26/62.) 


Laminated timber frames have been 
used in Sweden for aircraft hangars and 
chemical works buildings, with spans 
up to 216 ft. (“ Wood,” 1946/13/306.) 

Synthetic fibre-——Resembling wool has 
been produced by Kurashi Rayon Co. 
(Japan), on a polyvinyl basis. Polyvinyl 
acetate and alchoholic caustic soda are 
employed and the solution is treated in 
a bath of zinc and sodium sulphate. 
(“Chemical Age,” 1949/Feb. 5/241.) 

Protective film.—Sheet metal is pro- 
tected by a vinylite resin solution during 
drawing and pressing, thus avoiding 
scratching and abrading of sensitive 
metal surfaces. The same solution can 


serve as packaging materials. (“Machin- 
ist,” 1949/Feb. 19/1404.) 
Adhesives. — Indian __ investigations 


showed that storing of Acro-grade Tego- 
film in ordinary packing loses power of 
adhesion in about three months’ time; 
when sealed in a parcel it is usable up to 
one year. (Forest Research Inst., Dehra 
Dun., U.P.) 








242 PLASTICS 


MAY, 1949 


International Plastics 


Continuing from our April issue, we give 
abstracts of two more papers which were read 
at the meeting of the Journees Internationale 
des Plastiques held in Paris, in January last. 


British Specifications for Plastics 


By G. Drina, M.A., F.R.I.C. 


(Research and Development Director, 
Bakelite, Ltd.) 


a the speaker’s talk referred 
more specifically to the revised B.S.771 
(Phenolic Moulding Materials) with refer- 
ence to the use of statistical principles in 
assessing tests, the author began with a 
review of other existing ones, including: 
Amino Plastic Moulding Materials 
B.S.1322; Polystyrene Moulding Materials 
B.S.1493; Cellulose Acetate Moulding 
Materials B.S.1524; and Synthetic Resin- 
bonded Paper Sheet for the building 
industry B.S.1323. This series will shortly 
be augmented by a standard for laminated 
sheet. In addition, the Electrical Industry 
Committees of the British Standards 
Institution have issued B.S.1137, 972 and 
1314, which lay down the minimum 
requirements for resin-bonded paper 
sheet, resin-bonded fabric sheet and resin- 
bonded paper tubes respectively. 

Mr. Dring dealt with the Certification 
Scheme which was introduced in 1944 
and with the revised B.S.771, the two 
being purposefully complementary. The 
most important revision in the British 
Standard is the introduction of the use of 
statistical methods, that is, quality control 
charts. 

Following the permission to use the 
licensed Certification Mark, the manufac- 
turer is obliged to apply the full B.S.771 
tests at intervals of not more than 14 
days, to apply a certain limited number 
of tests to every batch of material, and 
to test all batches of raw materials used 
in the manufacture of moulding materials. 
A proper record of the tests is to be kept, 
the British Standards Institute having the 
right to enter the testing laboratory of 
the licensee at any time to verify that 


satisfactory quality is being maintained. 
Quality control charts are the most con- 
venient means of providing this evidence. 
The certification of mouldings as distinct 
from moulding materials is more difficult, 
owing to the small number of specifica- 
tions for finished mouldings, of which 
amino plastic picnic ware and toilet seats 
are two examples. In the first case, in 
addition to requirements to withstand 
boiling water and be free from poisonous 
substances, a minimum wall-thickness is 
stipulated and tests for shock resistance 
are included. 

By far the larger proportion of mould- 
ings are not covered individually by any 
British Standard. However, the technical 
importance of many “ assembly ” mould- 
ings (technical mouldings) which are 
often components of other structures is 
such that certification is desirable and a 
new specification B.S. 1253/1949, Techni- 
cal Mouldings (Plastics), is being drawn 
up. It is especially interesting in that 
Mr. Dring suggests that, in addition to 
obvious requirements, there is likely to be 
an additional request for the moulding to 
be submitted to the Mark Committee who 
must be satisfied that it is suitable for 
the purpose for which it is to be used. 

The speaker then spoke of the special 

advantages of the use of quality control 
charts for the revised B.S.771, which 
clarifies a situation in which while the 
quality of moulding powder is known to 
be uniform, yet variability inherent in the 
method of testing gives results that are 
scattered about a mean with a coefficient 
of variation of the order of 10-15 per 
cent. of the mean. 
- In B.S.771 are tabulated basic values 
for different properties which are to be 
tested and they are the values which 
would be obtained if a large number of 
tests were carried out on a batch of 
material which just passes the require- 
ments of the Standard. 

To conform with B.S.771 the results on 
any given sample must be in statistical 
conformity (at the 0.01 probability level) 
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with the basic values given in the tables. 
In the tables are given the basic values 
of mean and basic values of standard 
deviation. The material is deemed to 
comply with the Standard if the mean 
and standard deviation are not worse 
than the relevant qualifying limits in the 
tables. 

There is no need whatever to make a 
large number of tests. Any convenient 
number of test specimens can be tested, 
but appropriate qualifying limits at the 
0.01 probability level will vary according 
to the number of. test results. The 
method of calculating the qualifying 
limits for a given number of test speci- 
mens is described in an appendix. 

These qualifying limits for a small 
number of tests do not represent the level 
of quality demanded by the Standard. 
The quality required is that given by the 
basic values and material of a quality 
lower than these basic values is not 
acceptable. Because of the operation of 
chance arising from the variability of test 
methods, and only because of this, the 
Standard permits the results of a rela- 
tively small number of tests to be below 
the basic values by an amount consistent 
with statistical theory. 


Past, Present and Future of Plastics 


By J. DucLaux, Professeur au College 
de France, Membre de l'Institut 


OF all the papers presented, that by 
Professor Duclaux was quite unique 
in its profound knowledge of the history 
of his subject, in his philosophical, and 
sometimes humorous, treatment of the 
whole subject, and in his breadth of views 
concerning the possible trend of develop- 
ments. It was an enthusiastic appraisal 
of the great future of plastics and yet 
contained warnings for those who wished 
to travel too fast on purely mathematical 
theories regarding their properties and 
methods of formation. Owing to space 
and other limitations, we aré not able to 
publish his whole paper, which is some 
10,000 words long, but readers should try 
to read it when it is finally published. 
What follows is an abstract of his final 
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theme—what synthetic chemistry may 
one day achieve. 

More than any other science, chemistry 
is remaking the world, attempting, and 
very often succeeding, in reproducing 
natural products in the laboratory, and” 
synthesizing them on a large scale in the 
works. Sometimes, as in the case of 
sugar, it has failed; on the other hand, 
the chemist often improves on Nature, 
for he has replaced natural indigo with 
the purer synthetic material and madder 
by alizarine from coal tar, vitamins by 
synthesis, and acetic acid and aldehyde 
from acetylene, to mention but a few. It 
can be said that, were it not a question 
of price, chemistry could replace Nature 
in almost all its products—with the excep- 
tion of one, the large molecule!—the 
macromolecule. Of the three great 
classes of natural macromolecules, the 
polysaccharides (that is cellulose, starches, 
etc.), proteins and the natural rubbers, we 
have only succeeded in synthesizing the 
last-named—in this latter case we have 
even improved on the natural type. 

Never, in any reaction, has a chemist 
been able to report the formation of 
cellulose. We know it is built up of 
simple sugars by condensation—it breaks 
down to them on distillation. The situa- 
tion is the same as faced the rubber 
problem. Rubber was found to be made 
up of a large number of “isoprene” 
molecules which it gave on distillation of 
rubber, and “isoprene” was “ recon- 
densed.” (polymerized, in this case) back 
to rubber by Bouchardat. But in the case 
of cellulose, it is quite easy to “condense” 
sugars simply by heating; yet instead of 
getting cellulose or starch or glycogen (as 
formed in the liver from sugars), we only 
succeed in getting caramels. 

The whole difference between our 
methods and those of Nature in this and 
many other natural syntheses is that 
natural syntheses are directed; our own 
methods are haphazard. Nature takes a 
molecule of glucose—a simple sugar—by 
the hand, and leads it to the desired point 
and welds it to the next molecule of 
glucose. Our methods sometimes appear 
to be quite fortuitous—as if we took our 
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molecules and shook them up in a bag 
and hoped for the best—just as if we 
were to take some moulding powder and 
an extrusion machine, shook them in an 
enormous bag and expected to get 
moulded objects from them. 

It is clear that we, too, must direct the 
reaction; and here theory may help us. 
In every system under chemical change 
all possible reactions are produced simul- 
taneously, but with very different 
velocities. All come to states of equili- 
brium, which is never complete, and these 
states vary in proportion from zero to 
infinity. To direct the reaction, that is, 
to find out our most favourable one, is 
the réle of “kinetic chemistry.” Such 
work, with the help of wave mechanics 
and electronic chemistry, may yet help us 
in our search of directed syntheses. We 
do not know if it will ever help in pro- 
ducing cellulose, but what an effect it 
would have on our lives! 

Certain forms of cellulose are, one 
might say, luxuries. Cotton, for example, 
is fantastically more costly than wood, 
although they are two varieties of the 
same substance. It is not too absurd to 
suppose that one day we may replace 
cotton itself by a synthetic compound, 
just as silk itself has been replaced. 
Cotton is so slowly produced in Nature, 
subject to the rhythm of the seasons, 
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irregular as to the harvest, confined to 
definite regions, and needs a specialized 
labour employable only for a short period 
of the year. Compare this with the 
ordered production of rayon in a factory 
which produces filament day after day, 
month after month, without stopping. 
Before this ordered haste, we may ask 
whether synthetic cotton is not inevitable. 
After all, there is only carbon dioxide, 
water and energy in it, and we have plenty 
of them. 

But man is not only an imitator; he 
is, above all, a creator. The production 
of a natural material is for him only a 
milestone at which he does not stop for 
long. Thus, synthetic indigo’ was soon 
left behind and the dyestuffs indanthrenes 
and phthalocyanines were made. Cocaine 
has given way to novocaine, and new and 
more favourable synthetic fuels replace 
the old type. Similarly, with natural 
rubber, Bourchardat produced the first 
synthetic rubber from isoprene, which is 
the unit constituent of natural rubber, but 
isoprene is now never conceived as a 
suitable raw material. It was just an 
original model, for to-day synthetid 
rubbers surpass natural rubber in many 
of its properties. In the story of plastics, 
everything is invention and those working 
to make it are charged with remaking the 
world. 








BAKELITE, LTD., have sent us a copy 
of their new -technical data upon the 
machining of Bakelite laminated. This book, 
of 62 pages, deals very thoroughly with its 
subject matter, and the various machining 
operations are arranged alphabetically for 
easier reference. The task of machining 
Bakelite laminated is not a difficult one; it 
can be undertaken with normal metal and 
woodworking tools, but some methods of 
machining have been shown by experience 
to be more effective than others. It is these 
practical hints on tools and methods, 
gathered over the very long time that the 
material has been in production, which 
makes the present publication especially 
useful. For example, it is pointed out that 
great improvements can sometimes ,be made 
by reversing the usual order of tool and 


work. Higher rates of production can often 
be obtained by mounting the tools—particu- 
larly shaped tools—in the chuck and hold- 
ing the work in suitable jigs on a turret. 
In this way a machined piece can be removed 
from the rear of the turret and a new work 
piece inserted with maximum convenience 
and without stopping the machine. Bakelite 
laminated does not impose any real restric- 
tion on machining methods; its laminated 
origin, however, should be borne in mind, 
even though the material is effectively homo- 
geneous, and precautions in certain opera- 
tions are therefore necessary. 

The left-hand pages throughout the book 
are taken up by an excellent series of close- 
up illustrations and diagrams to augment the 
text. Copies are obtainable from Bakelite, 
Ltd., 18, Grosvenor Gardens, London, S.W.1. 
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ALF-WAY through the Fair the 

B.B.C. announced that 11,000 buyers 
from overseas had attended. We do not 
know if this is a record, but it is a very 
good number. Among them, Danes, 
Norwegians and Swedes were probably 
to the fore; there was also a large 
number of Dutch, Belgians, French and 
Portuguese. A few Australians and 
Americans were advance guards for the 
second week, so it was promised. All were 
loud in their praises of the stands in the 
Plastics Section. 

We welcome the coming of some new 
concerns at Earls Court: Moulded 
Components 
(Jablo), Ltd., who 
are far from new 
to the industry, 
have very success- 
fully entered the 
textile industry 
(one of the most 
promising for 
resin-bonded lami- 
nate), in addition 
to heavy engineer- 
ing. Commercial 
Plastics, Ltd., C. 
and C. Marshall, 
Ltd. Duraplex 
(Plastics), Ltd., and 
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of leather, etc. (Bernard Wardle showing 
the loveliest “tapestry” chair or settee 
covering we have yet seen). Cascelloid, 
Ltd., new to the Plastics Section, is one 
of the oldest of toymakers and also 
showed many interesting novelties, such 
as transparent balls containing ducks on 
water, polythene beakers and “ squeez- 
able”’ polythene bottles. Henri Selmer 
and Co. Ltd., a new concern to our 
industry, showed novel toys. The 
Triplex Safety Glass Co., Ltd., new to 
this section, showed remarkable fabrica- 
tions from transparent sheet, including a 
more or less complete kitchen—sink, 
draining _ boards, 
cupboards, etc. 
The photographs 
that follow give a 
preliminary view 
of individual exhi- 
bits, which we shall 


detail at greater 
length in the June 
issue. Further 


photographs are 
also to be  pub- 
lished of some 
exhibits at Olym- 
pia, and those of 
plastics machinery 
and materials in 


Bernard Wardle the Engineering 
and Co., Ltd., all ‘ and Hardware Sec- 
: T fi“ 
produce excellent sl am . p Miicen rsa} by CAL I. tion of the Fair at 
p.v.c. in imitation (Plastics Division). Castle Bromwich. 
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MICA PRODUCTS LTD. 
1, Downs Park Read, DALSTON, LONDON, é 


: Moulders & Dabucaters a PRlastics, 
: Mould & Jig Makers. 


; INJECTION MOULOINGS 








TEXTILES 


JABROC 
LOOM ACCESSORIES 





Mica Products Ltd. show machined mica for 
electrical components and also _ injection 
moulded units. 








Moulded Components (Jablo) Ltd. 
Laminated material for textile pick- 
ing sticks and bobbins ; also for press 


tools, golf-club heads, etc. 
\ 
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Thermo-Plastics Ltd. 
(above and left). Poly- 
thene and ‘‘Perspex’’ 
fabrications for refrig- 
erators, shop signs, 
aircraft and display 
units, e.g., blanket 
holders. Specialities in 
kitchen units were 
also shown. 
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(Left) P. B. Cow and Co., Ltd. 

The moulding section of this 

concern exhibited a fine range 

of picnic ware, hollow-ware and 
toys. 
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(Above) British Artid Plastics 
Ltd. This electrical food-mixer 
contained several mouldings by 
this concern, including the in- 
dicator switch for changing 
types of mixing requirements. 





(Above) Stanley Smith 
and Co. Two beauti- 
fully designed and ex- 
ecuted bags of embossed 
p.v.c. sheet supplied by 
this company. 


(Right) . Mentmore 
Manufacturing Co., Ltd. 
This well-known pen 
manufacturing concern 
showed some excellent 
examples of toy 
furniture. 
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(Left) Epok Cashew 

resin (British Resin 

Products Ltd.) and its 

special uses aS bonding 
. medium. 








(Below) Geon, by British 
Geon Ltd. expands its 
uses, as sheet, extru- 
sions and paste or 
solution. 





(Left and below) Holoplast Ltd. shows 
its medals in cubicle construction. 





(Left) I.C.l. (Plastics Division) shows 
polythene in moulded and welded forms. 
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Stone and Simmons. A magnificent 
electrolier of moulded transparent plastic. 
This firm also displayed plastic tiles. 







(Above and right) 
National Plastics Ltd. A 
new development is 
Cristaplex—a_ cellulose 
acetate for casting pur-*, 
poses. As for mould- 
ings, the injection- 
moulded saxophone 
was a new beauty. 
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. Read and Co. (Hackney) Ltd. Table 


ware, safety razors and flower-holders. 





(Above) Commercial Plastics Ltd. The 
excellence of p.v.c. sheet was noted 
in the 1949 Fair. This stand displayed 
“crocodile,” ‘lizard’? and other 
embossings. 
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(Above and right) ‘‘ Vinamold,”’ by Vinyl 
Products Ltd., advances into the world of 
cinema for ‘‘architectural’’ reproductions. 


(Left) E. K. 
Cole Ltd., spec- 
ializing in large 
mouldings, dis- 
plays a new 
range of 
lavatory seats 
in colours. 


(Below) Universal Tools Ltd., as tool makers 
to the industry, show injection, compression 
and transfer moulds. 


“INJECTION COMPRESSION 
~ TRANSFER 
MOULDS — 
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(Above) Hard p.v.c. for the 
chemical industry (tanks, 
ducts, pumps and even 
brushes) was shown by 

Tanks and Linings Ltd. 





























(Above and right) Erinoid 
Ltd., our friends from the 
West Country, cover many of 
the raw material require- 
ments of the plastics industry 
—casein, acetate and p.v.c. 
moulding powders, in addi- 
tion to sheeting and also 
extrusions, 
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(Afbve and right) Dufay- 
Chimex Ltd. specialize in 
acejate film for all types of 
pagmging and display. The 
cellar paper-resin construc- 
tio} “Dufaylite,”’ used in 
wal furniture building was 
also on show. 
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(Below) BX Plastics Ltd., another provider of raw material, 
sectionalized the uses of casein, acetate p.v.c. into industries: 
mouldings, sheetings insulation (‘ Isoflex”’), packaging, etc. 





‘ bee 


(Above) Utilex Ltd. Beautiful trans- 
parent containers—all the way ! 
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Triplex Safety Glass Co., Ltd., one 
of the largest - manipulators of 
sheet thermoplastics in the country, 
showed excellent examples of air- 
craft, lighting and other components 
and (below) a niche in a kitchen, 
including sink cupboards and hand- 
basin, all ina delicate green shade 
of colour. 





(Below) C. and C."’Marshall Ltd. 
extrude p.v.c. for use as tennis 
court tapes that have long life, 
extrusions for motor-car wing 
piping, and thonging. 


(Below).Cascelloid Ltd., one of the oldest and 

largest toy makers, showed a notable range 

of general mouldings in acetate, polythene, 
urea, etc, 


We have selected this chair as a 
perfect example of the use of 
printed p.v.c. (Bernard Wardle 
and Co., Ltd.) as furniture cover. 





Great advances are noted in p.v.c. sheet, 
supported and unsupported. Arlington 
Plastics Development Ltd. ‘above). 


Henri Selmer Ltd., a newcomer to the 
Fair, specialized in musical toys. 
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* Duraplex (Plastics) Ltd. 
and Greenwich Leather- 
cloth Co. Ltd. (below) 
deserve great commenda- 
tion for the extraordinary 
progress made. 


This progress was reflected in the 

great interest taken by buyers, and 

also in the wide adoption of this 

improved p.v.c. for making handbags, 
suitcases, etc. 





‘ British Celanese ’ for vision packag- 

ing was the slogan here. A depar- 

ture was the spiral-wound tubes, 
whilst— 

















De La Rue Insulation 
Ltd. showed industrial 
and domestic laminates, 
including beautifully de- 
signed nursery furniture 
and ship and hotel 
lounge furniture. 
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Hupfield’s injection 

machine produced gift 

mouldings for visitors to 
the Fair. 


—here we have acetate extruded on to metal 
or other tubes, also British Celanese Ltd. 





MAY, 1949 PLASTICS 


(Above) Insulators Ltd., showed both 
standard industrial lines and various 
specialities (see right). 
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(Above) British Ebonite Co., (Above) The new Pye C49/7 
Ltd., displayed their ebonite _ for which Insulators Ltd. 
for the electrical industry. make four pressings. 


Oe ee: 


Fraser and Glass, Ltd., showed their toy circus of clowns and horses. 
































(Right) Uni-Tubes, 
Ltd. showed a full- 
scale unit for cover- 
ing polythene tube 
with a protective 
metal spiral. 


Buttons by 
Hornflowa 
Ltd. are now 
famous here 
and else- 
where. The 
beautiful copy 
of the Zam- 
besi button is 
a new speci- 
ality. 
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(Above) Evolite Plastics Ltd. Tubes of cellulose 
acetate for industrial uses were on view, 
including oil-viscosity tubes and a test lamp. 
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PROGRESS 


(Left and above) Duratube and Wire Ltd. 

show its new range of true multi-coloured 

extrusions and a new high-frequency excen- 

tricity gauge for wire covering its works are 
now using. 


(Below and right) British Plastics 

Federation portray an excellent 

flow sheet showing what the 

industry produces from raw 
materials. 
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LETTERS TO 


Cosmetic Containers 

Sir,—I would be very glad to hear from 
any concern offering plastic containers 
for a toilet cream, especially for tooth 
paste or shaving cream. Alternatively, 
if any of your readers have ideas so far 
not commercially developed for such con- 
tainers, I would be glad to contact them, 
especially if such containers show some 
advantage over the usual -metal col- 
lapsible tube, or offer some point of 
convenience or novelty. 

POLDEN LABORATORIES. 
15, Berrylands Road, 
Surbiton, Surrey. 

[Epitor’s Nore: The plastic tube of acetate 
was made over six years ago, although we 
have seen few on the market recently. In 
view of metal shortage, a new type from 
p.v.c. and, we believe, polythene is engag- 
ing several concerns very seriously, and 


interesting experimental samples have been 
made.] 


Plastics for Embedding Specimens 

Sir.—We are interested in a trans- 
parent cold-setting plastic for embedding 
small specimens, and would be glad if 
you would give us the names and 
addresses of the manufacturers of such 
material in England. 

J. BRENNAN, D.Sc., Ph.D. 
Lumite, 
55, Upper Dorset Street, Dublin. 


Plastic Thonging 
Sir.—I am manufacturing leather hand- 

bags, and in the making up of which a 

large amount of plastic thonging is used. 

Would you be good enough to let me 

know the address in England of the 

makers of “Rotolac” plastic thonging, 
as my efforts to find this information have 
so far been unsuccessful. 
N. R. STURGESS. 
1304, South Street, Hatfield, 
Pretoria, Transvaal. 

[Epitor’s Norte: This plastic thonging is 
made by Rotolac, Ltd., Bridgewater 
Works, Timperley, Altrincham, Cheshire. 
A. S. Brewer and Co., Royal House, 
Montpelier, Cheltenham, are also makers 
of plastic thonging.] ‘ 
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Laminated Paper for Insulation 
Sir,—We should be much obliged if you 
would. let us have the names and 
addresses of manufacturers of: laminated 
paper sheets for insulating purposes. 
MODERN COMMODITIES, LTD. 
23, Old Burlington Street, W.1. 
[Epiror’s Note: The following manufac- 
facturers should be able to help you: 
Bakelite, Ltd., 18, Grosvenor Gardens, 
S.W.1; Tufnol, Ltd., Wellhead Lane, Perry 
Bar, Birmingham, 22; De La Rue Insula- 
tion, Ltd., 84-86, Regent Street, W.1; and 
Moulded Components (Jablo),  Ltd., 
Waddon Road, Croydon, Surrey.] 


Spreading P.V.C. Paste 
Sir,—We have an urgent request from 
Australia for manufacturers of spreading 
equipment for p.v.c. paste and lattices. 
DEAKIN PARTNERS. 
16, Copthall Gardens, 
Twickenham, Middx. 

[Epiror’s Norte: This type of equipment is 
made by John Downham and Co. (1927), 
Ltd., Barn Brook Iron Works, Bury, 
Lancs.] 


Injection Moulding 
Sir—May we ask you to let us know 
some important and productive English 
firms which are injection moulding poly- 
styrene, cellulose acetate, nylon and poly- 
thene? 
PLABAG, 
Plastik und Bakelit A.-G. 
Zurich, 
Miihlebachstrasse 84. 


Export Inquiry 
Sir.—I am owner of a plastic hand- 
manipulating factory and interested to 
construct a section for hand-operated 
injection moulding. I am desirous of 
contacting manufacturers of injection- 
moulding machines with electric tempera- 
ture control; also a source of supply of 
moulds (new or second-hand) for buttons, 
brooches, combs, fancy goods, toys, hair 
slides, etc. A. KAMAL AFIFI. 
Cairo (Egypt), 
P.O.B. 2144. 
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Cellulose Acetate Plastics 
XXI.—Printing and Decorative Finishing 


THE methods of finishing which are 
used for cellulose acetate plastics 
include printing, embossing, painting, 
transfers, stamping, engraving, etching, 
inlaying and metal plating. Some of 
these are restricted to sheet cellulose 
acetate, whereas others are also applic- 
able to moulded products. 

Printing 

The main difficulties involved in print- 
ing acetate sheeting were due to the non- 
porous and non-resilient nature of its 
surface, whilst earlier types of film and 
sheet tended to exude an extremely slight 
but nevertheless troublesome film of 
plasticizer which caused smudging and 
other printing headaches. Fortunately, 
this latter trouble has now been com- 
pletely overcome by the acetate sheet 
manufacturers themselves. 

The difficulties arising from the non- 
porous, non-resilient character of the 
plastic have been mastered by the 
production of suitable inks which are 
extremely fast drying and often include 
volatile solvents in their composition. 
With the use of these special inks, 
cellulose acetate can now be printed, 
using most of the commercial. printing 
techniques, such as intaglio, letter press, 
aniline, lithography and rotogravure. 

For small-scale work, ordinary small 
commercial offset or direct miniature 
printing machines can be used, and make 
a very satisfactory printing job, assuming 
good quality blocks, and’ particularly 
when a good grade of suitable ink is used. 
For large-scale work, good commercial 
printers can handle either roll or cut 
sheeting for printing by high-speed offset 
processes; a number of printing concerns 
have now specialized in this type of work. 
Even thickness and very flat sheeting are 
essential for the smooth operation of 
high-speed automatic printing machines, 
and often commercial grade acetate film 


By 
Vivian Stannett 


and sheet give some trouble to printers 
used to the comparatively uniform 
batches of paper blanks. However, with 
a little co-operation between the printer 
and the plastic manufacturer, difficulties 
can be ironed out, and the high-speed 
printing of cellulose acetate sheet can 
become as routine as paper printing. 

A slightly rough or matted surface 
takes the print better; unpolished or 
knife-cut finish, or sheet with one side 
only polished, are often used. When the 
costs will allow, it is advantageous to 
polish the sheeting after printing by hot 
pressing between highly polished metal 
plates in a hydraulic daylight press. 
When this is to be done, inks which are 
resistant to heat and immune from any 
tendency to bleed into the plasticizer 
must be used. A very good lustre and 
finish are given to the printed sheet by 
this method, the print appearing to be 
deeply embedded in the plastic. Heavy 
printing on transparent sheet is very 
effective when carried out in this way. 

For special uses, a printed sheet is 
sometimes laminated to a transparent 
sheet to give complete embedding of the 
print between two layers of plastic; again, 
a printed sheet can be sprayed with 
transparent lacquer if extra protection is 
needed, although modern good-quality 
inks give a very firm and wear-resistant 
adhesion to the cellulose acetate sheet. 
All colours, including gold and silver 
finishes, can be printed on cellulose 
acetate, and although close-register work 
is rather more difficult than with paper 
printing, up to at least fivecolour designs 
can be successfully printed using normal 
multi-colour technique, although, here 
especially, very uniform quality sheeting 
is essential. 
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Silk Screen Printing 


Silk screen printing falls more into the 
category of a stencilling rather than a 
printing process. The principal of the 
method is to use a flat screen of silk mesh 
on which the marking part of the stencil 
is deposited. The mesh support can be 
made of materials other than silk; for 
example, brass and stainless steel are also 
sometimes used. The mesh size can vary 
from say, 60 to 220 threads per inch. The 
stencil mask is made of gelatine or of a 
suitable grade of lacquer. The screen 
is placed over the plastic sheet, and 
special grade ink is applied to it, using a 
rubber squeegee device. In this way the 
blanked-out design is applied to the sheet- 
ing. Multi-coloured effects are produced 
by using a succession of screens carrying 
the appropriate design. 

Many ingenious methods, including 
photographic, have been devised to 
transfer the exact shape of stencil to the 


screen, and an extraordinary fidelity of © 


detail can now be obtained. For example, 
the fine lace pattern printed on to trans- 
parent plastic table mats are usually made 
using the silk screen process. In addition, 
a very high rate of production can be 
achieved; this may go up to nearly 1,000 
pieces per hour for simple shapes. 
Furthermore, fully and semi-automatic 
processes of considerably faster rates 
have been developed. 

As with orthodox printing work, the 
tendency is for manufacturers to send 
their work out to companies specializing 
in silk screen work, rather than to under- 
take the work themselves. The depth of 
colour, brightness of finish, and adhesion 
of the pattern depend largely on the 
quality of the ink used for cellulose 
acetate plastics; volatile solvent type inks 
are frequently used and give the best 
adhesive properties. 


Stamping 
This process is usually a combination 
of stamping and printing; it yields a very 
permanent and effective design. The nor- 
mal method is the so-called roll leaf hot 
stamping process. This involves the 
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stamping and printing together as one 
operation, no drying time is required, and 
the plastic object is ready for packing and 
dispatch when stamped. 

The stamping machirte is arranged to 
bring down the heated steel or brass dies 
or type on to the plastic. A strip of 
specially thin stamping foil, usually paper 
backed, is run from a feeding reel between 
the die and the plastic. As each stamping 
is made, a fresh portion of the foil moves 
under the die ready for the next opera- 
tion. All colours of foil are available. 
The hot die transfers the colour from the 
foil to the indentated design on the 
plastic. A variety of commercial hot leaf 
stamping machines are available, and 
vary from inexpensive hand machines to 
elaborate high-speed fully automatic 
machines. The marking foil is available 
in all colours, and both the foils and the 
dies are not too expensive. 

This type of marking is carried out 
normally by the plastics manufacturers 
themselves. It is especially suitable for 
trade marks and identification labelling, 
or for stamping simple designs such as 
leaves, crowns, etc. Another common 
use for this process is for the production 
of transparent name tags, when the name 
is stamped in reverse on the plastic sheet 
to give complete protection of the print. 
If necessary, the print can be sealed in 
for protection with a little transparent 
lacquer. 


Etching 

Although not widely used, the etching 
of cellulose acetate plastics by means of 
acid or alkali yields a very permanent 
mark; in fact, it is one of the most 
permanent of all marking methods. The 
process is exactly the same as metal or 
glass etching; the surface is coated with 
wax, pitch, or similar resistant coating, 
and the design to be etched is shaped by 
the removal of the wax. The part is then 
cleaned with alcohol, and immersed in 
acid or alkali for a short period of time, 
followed bly washing and cleaning off 
the surplus wax. A good etching fluid 
for cellulose acetate is 25 to 30 per cent. 
caustic potash solution. The design can, 
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of course, be etched or highlighted in an 
etched background, and, if necessary, the 
etched portion can be coloured before 
removing the wax. 

Other methods of marking cellulose 
acetate include engraving, using rotary 
cutters guided by pantographic tracer, 
sandblasting through a stencil, and 
straight stencilling, using a spray or brush. 
Finishing is often done by hand painting; 
fabricated articles, such as blown dolls’ 
heads or lampshades, are often coloured 
by a combination of spray and hand 
painting. Normal nitrocellulose brush- 
ing and spray lacquers give a good 
adhesion to cellulose acetate and are 
often used for this type of work. 

A further method of decoration very 
suitable for cellulose acetate is by means 
of paint transfers or paper transfers with 
specially suitable adhesives. 


Embossing 


Embossing is essentially a shallow 
forming process and is very common 


‘with cellulose acetate sheeting of above 


5/1000 in. thickness. Most sheeting 
manufacturers keep from 10 to 20 
standard embossing designs, so that 
embossed sheet can usually be supplied 
as a Standard order. There are two main 
methods of carrying out the embossing; 
the continuous method is adapted for 
continuously cast or extruded film, the 
discontinuous is used for skived sheeting. 

The former method has been adapted 
from heavy paper-forming machinery, as 
used for heavy embossed wallpaper. 
The film is led from a friction-restrained 
fed reel over guide rollers and through a 
pair of special rollers, one of which is of 
steel, having its surface engraved or 
otherwise imprinted with the reverse of 
the design to be embossed. The other 
roll is coated with some firm but resilient 
covering, such as paper composition or a 
special grade of hardened rubber. The 
steel roller is steam or electrically heated, 
and under the pressure and-heat of the 
rolls the pattern is faithfully reproduced 
on the plastic sheeting. 

From the embossing rolls the sheeting 
is led round further guide rolls and either 
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rewound or cut into suitable lengths. 
This type of embossing is by far the most 
efficient and a very high rate of produc- 
tion can be maintained. However, it has 
the drawback that it is really only 
suitable for continuous lengths of reeled 
plastic sheet. Formerly, only manufac- 
tured in Germany and the U.S.A., these 
continuous embossing machines are now 
being manufactured in the United 
Kingdom. 

The other method of embossing is 
normally used only for skived sheets as 
produced by the block process. It 
consists of placing the unpolished plastic 
sheet between embossed steel plates and 
subjecting the set-up to heat and 
pressure, using a hydraulic daylight 
press; this impresses the design from the 
plate on to the plastic. A large number 
of assemblies of plastic and embossed 
steel sheets can be built up between each 
daylight, and consequently a reasonable 
rate of production can be achieved. 

Alternatively, a quick-acting toggle 
press with heated platens can be substi- 
tuted for a hydraulic press, and in this 
case the plastic sheets can be preheated 
before pressing. The higher speed with 
this type of press is, however, partly 
offset by the fact that only one sheet at a 
time is usually embossed. The life of 
the embossing plates is rather limited, 
but, on the other hand, a larger variety 
of standard designs can be kept on hand 
by the manufacturers, owing to the 
“mould” (in this case the steel sheet) 
being much cheaper than the engraved 
rollers as used in the continuous method. 


Metal Plating 


The successful application of a polished 
metal coating to cellulose acetate plastics 
was an important step in the full develop- 
ment of this material, and it led immedi- 
ately to a considerable extension of its 
range of uses. The importance of metal 
plating from the viewpoint of decoration 
is obvious in view of the wide use of the 
material in the fancy goods and pack- 
aging trades. In addition, metal plating 
opens up the way to its use in the elec- 
trical industry and for light reflectors. 
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Better strength as well as improved resist- 
ance to heat and water is also imparted to 
the product for any specialized purposes 
for which it might be worth while. 

Mass production methods of metal 
plating cellulose acetate sheeting and 
moulded objects are already in use and 
although the initial plant is somewhat 
expensive, once it is installed, it is found 
to be a very cheap process and does not 
materially increase the cost. 

A number of different. methods of 
metal plating cellulose acetate have been 
described and patented, but currently 
only two methods appear to be used on 
a. commercial manufacturing _ scale. 
These are the electroplating method 
and the vacuum deposition method. 
The electroplating process is usually 
preceded by an initial metal coating 
made by chemical means, such as 
the deposition of a thin coat of silver by 
chemical reduction. The plastic must 


first be cleaned very carefully and then ~ 


sensitized by means of a solution, which 
often includes stannous chloride in its 
composition. The plastic object is then 
silvered with a mixture of fresh 
ammoniacal silver nitrate plus a reducing 
solution. These can be sprayed on or 
applied by simply immersing the article 
to be plated. A great number of varia- 
tions involving several solutions have 
been described and patented, and each 
plater probably has his own particular 
composition. 

By a similar process, a basic covering 
of other metals, such as _ nickel and 
copper, can also-be made. An alternative 
method of undercoating prior to electro- 
plating is by using special conducting 
silver paints but the chemical reduction 
method is the most widely used at 
present. Once the first deposit has been 
made by one of these methods, the 
electroplating itself follows closely on 
standard methods especially for small 
moulded objects and the like. The plat- 
ing takes about five to seven hours and 
a comparatively heavy coating of 7 to 
15 thousandths of an inch is often 
deposited. Owing to the nature of cellu- 
lose acetate, it is not possible to use hot 
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baths or highly acid or alkaline plating 
solutions. 

Like many operations in the plastics 
industry, acetate plating has become very 
specialized and most manufacturers 
send their products out to companies who 
only do this type of work. Very few 
companies exist, however, which, at the 
moment, specialize in plating plastics; the 
exacting nature of the process must be 
emphasized, that is, to give a permanent 
coat of good finish. 


Vacuum Deposition 


The vacuum deposition technique for 
the metal plating of plastics was 
developed in the U.S.A. during the war, 
and has now become a very well estab- 
lished industrial method. It has the 
advantage that a very thin coat only has 
to be deposited in order to give a perfect 
mirror finish, and this makes the process 
much cheaper than electroplating tech- 
niques. 

Essentially the process consists of rest- 
ing the plastic sheet or object a few inches 
from the metal source in a chamber, 
which is then evacuated down to a very 
low pressure of the order of 10—5 mm. of 
mercury. The metal is then heated, when 
it vaporizes and deposits on to the plastic 
surface as a very fine layer. The metal 
can either be heated in a small crucible 
or wound in the form of a wire round a 
filament of tungsten or molybdenum 
which is then heated electrically. With 
a correct balance of vacuum and heat, 
the deposit is made in a few seconds. 
Most of the time is taken up in evacuat- 
ing the chamber, but 10 to 15 minutes is 
all the time needed for a complete pro- 
duction cycle. | 

Many metals can be deposited by this 
technique, including copper, aluminium, 
gold, silver, chromium, cadmium, zinc, 
nickel and tin. A very smooth and 
mirror-like finish is obtained. Owing to 
the high vacuum employed, however, a 
carefully plasticized cellulose acetate 
must be used, otherwise the process is 
spoiled owing to the plasticizer evaporat- 
ing out from the plastic. The mirror 
which is deposited faithfully reproduces 
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the surface of the plastic, so that the 
higher the polish, the better the mirror. 

Machines are available in the U.S.A. 
to carry out this work, the largest of 
which will handle continuous 24-in.-wide 
reels of cellulose acetate sheet, depositing 
a metal mirror at the rate of about 35,000 
ft. per 24 hours; smaller discontinuous 
machines produce something like 1 per 
cent. of this production rate. Continuous 
lengths of thin metallized cellulose acetate 
film find extensive use already for stamp- 
ing into sequins and for packaging. 

Inlays 

The use of metal inlays in cellulose 
acetate, or, indeed, any type of plastic, 
has not yet been exploited here to a large 
extent, although in the U.S.A. a number 
of beautiful metal inlayed plastic mould- 
ings, such as automobile and radio fit- 
tings, are in regular production. The 
inlays are produced by a variety of 
patented methods. 

The so-called “surface inlaying” is 
carried out by the following sequence of 
operations. A_ recess is pressed or 
moulded into the plastic and into it the 
same shaped piece of metal is inserted. 
On top of this, the thin metal inlay, which 
is slightly concave in shape, is placed. 
Pressure is then applied to the inlay, 
when it squeezes into the plastic walls of 
the recess, fixing it firmly in position to 
give a permanent and effective seal. Two 
different coloured metals with stencilled- 
out design can be used for special effects. 
The inlay can also be reversed with trans- 
parent plastics, i.e., the recess can be in 
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the base of the plastic and observed from 
the reverse side. 

A further method is to mould extra 
materials as an excess round the edges of 
the cavity and fix the inlay by melting 
this excess over the edges of the inlay. 
Finally, an alternative method is to 
simply seal the metal into the cavity by 
placing a piece of transparent plastic over 
it and welding the two plastic parts 
together. 


(To be continued.) 
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PACKAGING MATERIALS. — An 
exhibition of flexible packaging materials, 
organized jointly by the Council of 
Industrial Design, the Institute of Packaging 
and the Printing, Packaging and Allied 
Trades Research Association, opened at 
Murray House, Petty. France, London, 
S.W.1, on May 3. It will close on May 31. 
The present display is concerned only with 
flexible packaging materials, and representa- 
tive samples from over 60 firms are being 
shown under such headings as protective 
papers and sealing materials, metal foils and 


collapsible tubing, plastic materials, pro- 
tective chemicals and adhesives. Some 
finished packages are also shown to 
illustrate the use of the raw materials. The 
exhibition is presented as the second ina 
series of small technical displays which are 
intended to provide a service to industry and 
to serve as a pointer to the kind of work 
which industries could do for themselves in 
design centres, Visitors to the exhibition will 
be welcomed by Major Charles W. Cousland, 
who has recently been appointed to the staff 
of the Council of Industrial Design as 
packaging officer. 
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PORTABLE LIFTING TRUCK.—The 
Newton “ Hydratruck,” here illustrated, has 
evolved from a definite need in the maker’s 
own works. They have, therefore, had the 
opportunity of studying the design under 
actual working conditions. The original 
purpose of the truck was to speed up, and 
simplify, the handling of press tools between 
stores and machines, but other jobs which 
had previously been done by hand, or with 
block and tackle, came within its scope. 

In its present form the truck will handle 
loads up to half a ton, with a great saving 
in time and effort. It is small enough to be 
easily manceuvred in stores and machine 
shop gangways. The maximum load 
capacity is 10 cwt., but the truck is actually 
proof-loaded to 124 cwt. and guaranteed for 
six months. 

The platform, 30 ins. by 30 ins., is raised 
to its maximum height in under a minute, 
and descends at a controlled speed which 
cannot be exceeded in any circumstances. 
The lifting range is 7 ins. minimum, 56 ins. 
maximum: 55 strokes on the pump handle 
are needed to raise the platform to its maxi- 
mum height (approximate time one minute). 
Normally the platform descends in about 20 
seconds, but in the unlikely event of a 
failure of the hydraulic system, the plat- 
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form cannot crash down, as a confrol valve 
within the body of the lifting ram controls 
the descent to a safe maximum. The 
makers are Power Jacks, Ltd., Valetta 
Road, Acton, W.3. 


NEW MOULDING MATERIAL.— 
Development of a new faster-curing mould- 
ing material is announced by Bakelite, Ltd., 
under grade reference X.50. The practical 
effect of this technical advance is that more 
mouldings can be produced from the same 
mould in a given time, thus lowering overall 
costs and increasing output. It is difficult 
to quote firm figures for the speeding up of 
the cure time, since this is dependent on the 
nature and size of the moulding. In general, 
however, practical experience shows there 
is a-very important decrease in curing time 
Samples of 
X.50 can be obtained on application to any 
one of the Sales Offices of Bakelite, Ltd. 


FIRE RESISTANT PLASTICS.—In con: 
nection with the L.C.C. regulations on fire 
resistance of materials, various grades of 
cellulose acetate, polyvinyl chloride and 
laminated materials have been submitted to 
the L.C.C., through Olympia, Ltd., and Earls 
Court, Ltd., for testing. The British Plastics 
Federation inform us that the result of these 
tests have only recently become known, and 
grades of those materials which have been 
approved by the L.C.C. may be obtained 
from Bakelite, Ltd., P. B. Cow and Co., Ltd., 
Dufay-Chromex, Ltd., Ferodo, Ltd., Holo- 
plast, Ltd., Metropolitan Plywood Co., 
Wallington, Weston and Co., Ltd., and Vinyl 
Products, Ltd. 


THOMAS DE LA RUE AND CO., LTD., 
announce that as a result of their recent 
re-centralization policy, the business of their 
two wholly owned plastics subsidiaries, 
De La Rue Insulation, Ltd., and Hill, 
Norman and Beard Plastics, Ltd., has been 
transferred to the parent company and both 
businesses will, as from April 1, 1949, in 
consequence operate as the Plastics Division 
of Thomas De La Rue and Co., Ltd. Apart 
from this change of status, the continuity of 
the businesses will be unaffected, and no 
changes of personnel will be involved. The 
two remaining plastics companies in this 
group, De La Rue Extrusions, Ltd., and 
De La Rue Floors and Furnishings, Ltd., 
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will continue as previously, due to the fact 
that they are not wholly owned subsidiaries 
of the parent company. 


THE MICANITE AND INSULATORS 
CO., LTD., Walthamstow, London, E.17, 
have opened a district office at 12, Eldon 
Square, Newcastle-on-Tyne (Telephone: 
Newcastle 25920), under the management 
of Mr. F. Saunders, who has been appointed 
sales representative for the company in 
Northumberland, Durham, Cumberland, 
Westmorland, and the North and East 
Ridings of Yorkshire. ' It is also announced 
that Mr. O. S. Upton, A.M.LE.E., has been 
appointed sales representative for the 
London area and South of England 
generally, in succession to Mr. S. C. Jager, 
A.M.LE.E., who is retiring at the end of 
April for health reasons. Mr. Upton was 
previously with W. T. Henley’s Telegraph 
Works Co., Ltd., for 20 years. 


“FABLON ” P.V.C. SHEETING.—Com- 
mercial Plastics, Ltd., state that “‘ Fablon” 
sheeting is supplied in widths up to 54 ins., 
and not 53 ins. as stated in their advertise- 
ment in the April issue. 


REED BROTHERS (ENGINEERING), 
LTD., recently decided to have additional 
office accommodation built at their Millwall 
Works and to amalgamate all their Staff 
under one roof. Their future address for 
all communications will be Replant Works, 
Cuba Street, Millwall, London, E.14. (Tele- 
phone: East 4081-5.) 


E. I. DU PONT DE NEMOURS AND 
CO., Wilmington, Delaware, U.S.A., are to 
place their new plastic “Teflon” on the 
market in 1950. This product is claimed 
to withstand temperatures of 550-575 
degrees F. and resist all acids. 


MR. REG. ALLSOP advises us that he is 
severing his connection with John Dickinson 
and Co., Ltd. He has been with the com- 
pany for nearly 30 years and was associated 
with plastics and Croxley fountain pen 
manufactures at Kirkby, Liverpool. Mr. 
Allsop has not yet decided his future plans. 
His temporary home address is “The 
Knowle,”  Blundellsands Road West, 
Blundellsands, Liverpool. 


OBITUARY.—We regret to announce the 
death on March 31 of Dr. Willard Dow, 
president of the Dow Chemical Co., and his 
wife in an aircraft crash near London, 
Ontario. They were on their way to Boston 
to hear Mr. Ghirchill’s. speech. Dr. Dow 
will be missed by a very large circle of 
friends in this country. 
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S.P.I. ANNUAL CONFERENCE will be 
held at Edgewater Beach Hotel, Chicago, 
Illinois, May 26 and 27. There will be 
technical meetings of the following groups: 
Injection moulders, fabricators, compression 
moulders, extruders, film and sheeting, and 
tool, die and machinery. 





PLASTICS INDUSTRY GOLFING.— 
A feature of the opening meeting of the 
Plastics Industry Golfing Society at West 
Hill Golf Club on April 7 was a new com- 
petition for the “Plastics” Goblets pre- 
sented by Mr. R. E. Dangerfield, chairman 
and managing director of Temple Press Ltd. 
The accompanying illustration. shows one of 
the goblets. 





These goblets are to be won outright each 
year by foursome played against bogey. The 
winners were Mr. D. Sullivan (De La Rue 
Extrusions, Ltd.) and Mr. Forbes Maclean 
(advertising manager, “ Plastics”). The 
runners-up were Mr. J. R. Severn (British 
Artid Plastics, Ltd.) and Mr. K. G. Butcher 
(Bakelite, Ltd.). 

In making the presentation, in the evening, 
Mr. Dangerfield congratulated the Society 
on the large attendance of members and 
their obvious enthusiasm. 

Play also took place against bogey for the 
“ Airborne ” Trophy, presented by Mr. John 
Ferguson. This was won by Mr. J. R. 
Severn and the runners-up were Mr. T. S. 
Crabtree (Arrow Electric Switches, Ltd.) and 
Mr. P. Chaumeton (Erinoid, Ltd.). 
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Display Case 

Made for Baume and Co., Hatton Garden, 
London, this display case to be used in con- 
nection with the sale of Longines watches 
is moulded in urea and phenolic by 
Crystalate, Ltd. The design is elegant, and 
the flock-sprayed phenolic platform on which 
the watch is placed is an unusual feature. 


Internal Telephone 

An attractive, unbreakable, streamlined 
case in polythene is used as a housing for 
the “ Intercall ” telephone by E. Shipton and 
Co., Ltd., Ferndown, Northwood Hills, 
Middx. As this instrument is normally 
mounted upon the office wall, any. risk of 
breakage by dropping the combined 
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receiver and transmitter, when lifting or 
replacing, is absolutely nil. The polythene 
case is of light weight, yet fully robust. It 
is available in a wide range of colours to 
harmonize with surroundings. 





Salt and Pepper Containers 

These containers for salt and pepper func- 
tion in an unconventional manner. On 
pressing the button at the top, the contents 
emerge through a spring valve in the base 
of the container. The base unscrews for 
ease of refilling. They are injection moulded 
in cellulose acetate of a pastel shade and 
were exhibited at the 1949 B.I.F. by Mendle 


Brothers, Ltd., Station Terrace, Pontyg- 
waithe, Rhondda, Glam. 
New Pack 

The new pack now on the market for 
“Tek” toothbrushes 


is seamless and wholly 
transparent with a red 
slip-on cap. Made by 
De La Rue -:Extru- 
sions, Ltd., at their 
Tynemouth factory, 
the container is a 
rigid and permanently 
hygienic receptacle for 
both marketing and 
carrying the tooth- 
brush while travelling. 
It is ribbed for 
strength, and carries a 
small label on the 
inside surface. 
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Testing and Proving Injection 
Moulds Prior to Production 


In this article the author describes the 

several important advantages and economies 

to be derived from having a separate depart- 

ment, and personnel where permissible, 

devoted to the task of proving new injection 

moulds prior to being issued to the produc- 
tion shop for regular use. 


peerry a newly constructed injection 

mould can be fully completed to the 
stage of being satisfactory for production 
use, the toolmaker will have to settle 
quite a number of problems surrounding 
certain features of its construction, 
operation and general usage. Usually 
these problems can only be conveniently 
and reliably resolved by mounting the 
mould upon the injection machine to take 
a number of trial shots under conditions 
closely akin to those under which the 
mould will have to operate when issued 
to the production shop. 

Some of the chief matters to be settled 
at this stage of the mould development 
are here enumerated in order to illustrate 
the extensive and important nature of 
problems when they are considered in 
combination, together with indications 
of the extent of toolmaking attention 
needed. 


Feeding the Mould 


First of all the toolmaker will have to 
ensure that the runner and gating system 
is made adequate to feed the cavities in 
order to produce full mouldings. It is 
customary toolmaking practice with 
every new injection mould to cut runners 
to a standard depth and width, and gates 
of not more than .015 in. to .020 in. deep, 
and of limited width. These shallow 
gates are then deepened or extended in 
width as circumstances demand, as indi- 
cated by the condition of the mouldings 
produced during thesé trial runs. 

Sometimes, too, the runners may have 
to be altered either in direction or area 
to give a different direction to the flow 
of plastic material, or greater volume of 
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same. To allow for this they also are 
cut on the shallow side. 

Determination of these points with a 
complex mould design, having, say, 20 
or 30 impressions to be fed, may entail 
a considerable amount of time in making 
the necessary number of trials and 
runner-gate alterations. 

Checking Dimensions and Shape 

Having arrived at the correct gating 
system for the mould, the next point to 
be settled relates to the dimensional 
accuracy and general contours of the 
moulding. These are checked up care- 
fully in reference to the component draw- 
ing. The usual practice is to ensure that 
the moulded article agrees with the blue- 
print in every respect, both as to dimen- 
sional tolerances, surface finish, shape, 
weight, or any other qualities stipulated. 

Obtaining such satisfactory mouldings 
very often requires repolishing operations 
upon the walls of: the mould cavity, or 
the reduction of some core member, or 
again, the slight increase in the diameter 
of some recessed portion of the mould 
which has been found to be moulding the 
part too small in diameter. Numerous 
minor toolmaking errors must be watched 
for and corrected at this stage. 

Here again it will be understood that 
a considerable amount of time and skill 
may have to be expended before the tool- 
maker at last secures a moulded article 
sufficiently accurate, and which faithfully 
tallies in every respect with the sample 
component or drawing. 

Sprue Stalk Pull-out 

This accomplished, a number of such 
mouldings will be made, inspected 
thoroughly, and dispatched to the client 
for his consideration and acceptance. 

The moulding of such sample articles 
would then proceed in order to determine 
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several other essential items of informa- 
tion. Thus the toolmaker would have to 
check the facility of the sprue pull-out for 
the waste stalk moulded on each spray of 
parts. Very often it happens that this 
stalk sticks in the sprue channel due to 
the latter being of insufficient taper, or 
not smooth enough in surface finish, or 
too small at the nozzle end of the mould 
block. 

In overcoming such difficulties the 
mould may have to be removed several 
times from the machine to polish up the 
sprue channel or to modify the dovetail 
key end of the pull-out rod. 


Proper Ejection 

The next important feature to be 
considered at this trial stage is that of 
ejection. Very often with the manu- 
facture of a new mould the toolmaker 
is unable to determine with exactitude 
just which is the best position for locating 
some of the ejector pins. This can often 
be readily settled by seeing a few mould- 
ings actually made in the mould, and 
observing from such trials where the 
points of sticking or greatest resistance 
exist. 

Thus, removal of the mould block may 
be necessary in order to equip it with its 
full complement of ejector pins or to 
modify the size, length of stroke, etc., of 
some of those originally installed. 

Attention will also. be required at this 
juncture to the means for guiding the 
ejector rail to ensure these are adequate 
to withstand the wear and tear of 
repeated production from the mould. In 
respect of this portion of the mould 
mechanism it will often be found advis- 
able to enlarge the guide pillars or to 
allow the rail slightly more or less travel, 
etc. 

With moulds for producing thin-walled 
components of intricate contour the 
task of ejection from the mould may 
give rise to some very awkward troubles 
in the shape of distortion, cracking, or 
complete breakage of the parts at some 
point. 

Ease and safety of ejection, will also 
have to be ensured during the trial 
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stages, and here again innumerable snags 
may arise, the overcoming of which will 
involve repeated removal of the mould- 
ing from the injection machine for slight 
modifications here and alterations there. 
which of themselves are only slight 
machining or hand adjusting operations 
requiring but a short time, the bulk of 
the delay usually occurs in respect of the 
elucidation, and consideration of the 
best means for overcoming the difficulty. 

As many toolmakers will know, all this 
may involve quite a protracted length of 
time and not a few worries for the persons 
charged with completing the trials of the 
mould. 


Mould Temperatures and Working 
Conditions 
The next essential point to be ascer- 
tained from these trials is that of the 
most suitable working temperature and 
other conditions for the mould. Natur- 


‘ally, this will vary to some extent with 


every mould, since each such tool is a 
unique construction, and it is highly 
desirable that such conditions be deter- 
mined, and if possible completely stabi- 
lized before the mould is issued to the 
production shop. 

With intricate and complicated mould 
mechanisms this may involve not a little 
trouble, because it then becomes even 
more vital that the correct moulding 
sequence be worked out faithfully 
beforehand for the guidance of the 
machine operator at a later stage when 
production is reached. 

Where the mould has to be hand fed 
with insert parts, or when a number of 
cores have to be withdrawn manually or 
semi-automatically, the difficulties in the 
way of developing a smooth, reliable 
sequence of movements for the operation 
of the mould will be increased, and the 
task of the toolmaker testing the mould 
will also be similarly involved. 


Smooth Working and Correct Timing 
of Mechanism 
Verifications will also have to be made 
that every portion of the mechanism is 
capable of functioning correctly at the 
proper speed, and without interference 
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with the rest of the mould mechanism. 

Correct timing for all stages of the 
operation will also be worked out during 
the trials, so that once the mould is 
handed over to the production engineer 
full data can be given to him as to the 
time for closing the mould, the length of 
dwell to be effected before opening, and 
the time allowable for ejection, in addi- 
tion to the temperature for working the 
mould and the degree of water cooling, 
etc., required for best results. 


Air Vent Provisions 

Another very important problem to be 
solved at this stage is that of the pro- 
vision of appropriate air venting channels 
to permit expulsion of air from the 
mould, so preventing the formation of air 
pockets within cavities, etc., and resultant 
faulty moulded parts. 

From the few sample mouldings 
obtained during these trials, examination 
may reveal the need for and the prefer- 
able location of such air vent channels 
across the mould block surfaces or other 
members of the mechanism. This is a 
matter which can only be settled from 
observation of actual moulding opera- 
tions and checking of components pro- 
duced, so as to discover at which points 
air voids are being formed. ~ 

With ‘moulded components possessing 
deep hollow recesses or holes, it will often 
be necessary and, indeed, preferable to 
provide air-escape channels upon the 
shanks or within the core members of the 
mould, as this usually offers the best 
prospects of satisfactory evacuation of air 
likely to be otherwise trapped. 

Such requirements as these obviously 
must entail a number of trial shots being 
taken from the mould, and eventually its 
removal for complete or partial dis- 
mantling in order to permit such machin- 
ing of air-venting channels to be effected. 


Hardening Requirements 
Such practical testing of the mould 
mechanism also very often indicates the 
need for hardening or not hardening cer- 
tain portions of the mould. Certain hole 
dimensions may be found to be too close 
in the amount of working clearance 
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afforded to the mating member to ensure 
easy operation when the parts are 
hardened. Much useful experience will 
be gained from this initial operation and 
testing of the mould, which will prove of 
assistance to the toolmaker and hardening 
department. 


Comparison of Actual and Estimated 
Moulding Time 

A further very essential point to be 
ascertained during this first try-out of a 
new mould is that of comparing the time 
required for performing the actual mould- 
ing cycle with the estimated times used as 
a basis for originally pricing the job to 
both client and works. 

Once all the previous-mentioned points 
have been satisfactorily cleared up the 
mould tester should be in a position to 
say just how long each moulding cycle 
should take. More will be discussed later 
on this important aspect of mould usage, 
but it is worth while mentioning here that 
very often the small-sized moulding firm 
tends to overlook the need for making 
such a comparison between actual and 
estimated times—at the early stages, at 
any rate. All too often this check-up is 
deferred until production has progressed 
for an appreciable time, and in some 
instances-it is never undertaken seriously, 
due to lack of time or oversight. 

Such omissions or failures might lead 
to considerable losses, due to diminished 
production, if the actual moulding time 
is substantially longer than that estimated, 
which, indeed, may make the difference 
between a profitable or unprofitable 
handling of the whole job. 

The present author has on several 
recent occasions found it necessary to 
check up an actual moulding production 
cycle which had never been compared 
with the estimated time at the outset of 
the production run. In one noteworthy 
case there was a considerable discrepancy 
between these two time ratings, on the 
wrong side. Examination of the mould 
and moulding methods revealed certain 
minor deficiencies which could easily be 
corrected, making it possible for the esti- 
mated production time to be very readily 
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attainable. Only three small adjustments 
in the mould mechanism and one slight 
alteration in the sequence of movements 
for operating the mould were, in fact, 
required. These points should, and could, 
have been discovered and altered at the 
proving of the mould, but no proper 
proving had been conducted. 

This initial try-out of the new mould 
is naturally the most suitable stage at 
which these points should be determined, 
because it means that when production 
is commenced it can be started off in a 
proper manner, with the mould properly 
adjusted and attuned for producing 
articles within the estimated times allo- 
cated to the job. 

If the estimated time cannot be attained 
after the mould has been proved and 
made as efficient as possible, justifiable 
reasons should then be advanced and 
passed along to the design and estimating 
departments. In such circumstances it 
may well happen that the price secured 
for the work makes it imperative for the 
estimated times to be reached, hence 
the designer will institute a check up of the 
design and construction generally in order 
to ascertain what improvements can be 
made to that end. 

It will prove far more economical 
to discover such drawbacks and to 
evolve remedies at this stage than later, 
when the mould has been passed over to 
the production shops, where there would 
be a danger of the point being over- 
looked or deferred, since an interruption 
to the production procedure would be 
incurred, and often the necessary time for 
withdrawing the tool from use cannot be 
spared. 

Inspection 

The satisfactory moulded articles 
secured as a result of these trials of the 
mould would then be passed to the 
inspection department for rigid checking 
in every respect. This would give official 
confirmation that the parts were in order. 
Incidentally, in many small works such 
a decision is taken by one individual: who 
happens to be testing out the mould, a 
practice which sometimes leads to trouble 
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and disagreements about the responsi- 
bility for mistakes and omissions or 
wrong decisions respecting the correct- 
ness or otherwise of certain sample 
moulded components. 


Checking Subsidiary Machining 
Operations on Moulded Parts 

The mouldings should next be passed 
through all the subsequent operations, 
such as flash removal, dressing off, 
trimming, drilling, tapping, assembling, 
etc. All fixtures, tools and equipment 
required for such subsidiary operations 
should be carefully tested and any defici- 
ences, peculiarities or ways of improving 
same should be duly reported to the tool- 
room foreman or designer, so enabling 
provisions to be made for corrections in 
readiness for the commencement of 
moulding production proper. 

Damage in the way of distortion, 
bending or weakening is sometimes 
inflicted upon a moulding at one of the 
subsequent machining or assembling 
operations. For this reason alone, all 
fixtures and jigs should be rigorously 
tested at the outset to ensure complete 
safety to the moulded component. 

Again, with most plastic moulding 
specified production times will have been 
estimated for all such _ operations 
secondary to actual moulding production, 
and it should be the duty of the mould 
tester to ensure that the time actually 
taken to perform each of these opera- 
tions is within that estimated. 


Vital Data of Mould and Operation 
to be Permanently Available 

Certain vital information will be 
elicited during, and resulting from, these 
trials of the mould which it is advisable 
shall be permanently made available for 
the guidance of moulders, mould setter 
and maintenance toolmakers. Prefer- 
ably, such information should be stamped 
upon the mould block or contained on 
an engraved plate securely affixed thereto. 

In this way effective and permanent 
guidance or confirmation would be 
afforded to those persons vitally 
interested throughout the working life of 
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STREET LIGHTING FITTINGS 


Metropolitan Vickers chose ‘Perspex’ 
for the enclosure of their refractor 
lantern, because they needed a material 
that combined high optical efficiency with 
low weight (the entire lantern weighs 
only 16 pounds). The use of ‘Perspex’ 
ensures an attractive, streamlined ap- 
pearance and immunity to corrosion. 
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Designed for accurate mixing and blending of fine powders, 
the Gardner Patent “‘ Rapid ” Sifter-Mixers and Mixers produce 
intimately mixed batches of powders quickly and efficiently. 
These machines are world famous for their long continuous 
trouble-free service. 


Gardners have many machines designed for the Plastic Industry: 
Special Grinders for reducing cellulose acetate scrap from 
moulds whilst the batch is operating ; Sieving and Dressing 
Plant ; Elevating and Feeding Plant, etc. Send for fully 
illustrated catalogue now. 


WM. GARDNER & SONS (Gloucester) Ltd., BRISTOL ROAD, GLOUCESTER 
TELEPHONE : GLOUCESTER 21261 (3 lines). TELEGRAMS: « GARDNER, GLOUCESTER.” 
LONDON: 19, GRAY’S INN CHAMBERS, 20, HIGH HOLBORN, W.C.|. 
TELEPHONE: CHANCERY 7347. 
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the mould. This information will gener- 
ally comprise the following points: (a) 
Weight of moulded parts, (b) depth of 
runner and gates, (c) working tempera- 
ture of the mould, (d) length of moulding 
cycle, particularly the duration of dwell 
before ejecting the finished mouldings, 
(e) sizes of cores or recesses in the cavity 
for forming critical dimensions on the 
finished part. Sizes would, of course, 
include the shrinkage allowances applic- 
able to the mould and material and 
would prove invaluable in time-saving 
and convenience to the maintenance tool- 
maker at some future date having to 
replace such parts. Without this infor- 
mation the cores would have to be made 
large or the recess small in diameter to 
permit further slight amounts of stock to 
be removed if found necessary after 
moulding a few parts. 

Information as to the nature of the 
material from which important parts are 
made should be stamped on the mould 
for the better guidance of the toolmaker 
charged with future repairs, so avoiding 
troubles due to use of unsuitable 
materials. 


Value of Separate Mould 
Proving Section 

The author has described some of the 
chief items to be elucidated during the 
try-out of an injection mould, which, by 
the way, must be determined at some 
stage before the mould can’ be adjudged 
ready for effective production service. 

Now it has become customary practice 
with very large plastic-moulding firms to 
conduct all mould testing and proving 
prior to actual production in separately 
equipped departments. Usually _ this 
entails the provision of one or more 
injection-moulding machines of a pattern, 
size and speed of operation comparable 
with those employed directly on produc- 
tion activities. It also involves the 
setting apart of one or a number of 
persons whose sole activities lie in con- 
nection with the proving and testing of 
new moulds preparatory to production. 

Very numerous advantages are to be 


PLASTICS 


273 


derived from this kind of moulding 
works organization:— 

(a) Normal production routine in the 
moulding shop can proceed without the 
frequent interruptions and delays other- 
wise necessitated by repeated stoppages 
for testing a new mould construction. 

(b) Promised deliveries of moulded 
articles from such a newly constructed 
mould can be more readily fulfilled. 

(c) This procedure also allows the 
actual testing functions to be executed in 
an atmosphere removed from urgent 
day-to-day production, ‘so promoting 
more thoroughgoing proving and more 
reliable moulding tools being passed to 
the production shop. 

(d) By having a staff of individuals 
devoting full-time efforts to such duties, 
it follows that they will in a short time 
become highly skilled and experienced in 
detecting possible snags and in overcom- 
ing them. This, in its turn, will result in 
a reduction in the length of time required 
for testing and improved performance of 
the mould when put into service. 

(e) By the same token, many useful 
time-saving fixtures, tools, jigs and tool- 
room appliances can be designed and 
made in order to facilitate mould check- 
ing, testing and handling, which otherwise 
in the rush production activities would 
have no chance of being evolved. 

(f) Whilst the cost of installing such a 
proving department would be substantial, 
this would soon be offset by the reduced 
times and increased facility surrounding 
mould proving which would accrue. 

(g) Very accurate costing of all mould- 
proving operations can be ensured when 
all such activities are performed by a 
special staff, or individual, in a separate 
department from the production shop, 
because the two operations can be kept 
distinct and free from overlapping. This 
latter tendency, almost invariably associ- 
ated with other methods of mould 
proving, is the source of considerable 
difficulty in truly allocating charges to the 
appropriate works department, or in fact 
in correctly determining those expenses. 


(To be continued) 
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The Microscopic Examination 


of Plastic Materials 
VII.—Mouldings (Contd.) 
By J. H. WREDDEN, F.R.M:S. 


(Chief Chemist, Igranic Electric Co., Ltd.) 


he examination of the old moulding 
commenced last month showed that 
the material was, in some _ respects, 
different from that encountered at the 
present day. The greatest difference was 
seen in the bright colouring of the 
coloured portions of the material; these 
latter were so bright as to be almost 
equivalent to the type of colouring 
encountered in urea-formaldehyde 
materials, whereas the general trend of 
phenolic mouldings at the: present time 
is towards dark colours, due, presumably 
to shortages of raw materials in one 
direction or another; it is nevertheless 
suggested that the possibility of producing 
more brightly coloured materials should 
not be overlooked. 

However, in examining this material 
it was shown that the penetration of the 
resin—in the coloured portions—into the 
structure of the wood flour particles was 
very good indeed. This was due mainly 
to the fact that there was no pigment in 
these portions, the colour being achieved 
by the use of dyes. 

It was also pointed out that, due to the 
absence of pigment, there was every 
probability of the impregnation of the 
filler particles being greatly facilitated, 
owing to the more fluid conditions of the 
resin as a result of this. The appearance 
produced by these well-filled particles 
was illustrated in colour, and it is now 
proposed to discuss the particle shown 
in Fig. 385B (see April issue), which is 
in monochrome at Fig. 386, at a magnifi- 
cation of 800 diameters. The particle 
here illustrated is seen in transverse 


section, the broad structural details are 
such that it is easily identifiable as soft- 
tracheids exhibiting 


wood. The the 


typical rectanguldr section. The chief 
reason for this lies in the almost perfect 
preservation of the structural details; thus 
the tracheids seen at A have clearly 
experienced little, if any, morphological 
distortion as indicated by the absence of 
any signs of collapse of the cell walls. 
The cell shown at B, however, has col- 
lapsed, this being due in all probability to 
location of the cell on the outside of the 
particle, on the one hand, and the rather 
thin external cell wall, on the other, for 
it is apparent that the collapse is experi- 
enced by this portion of the tracheid 
only; it will be noticed that the other 
three walls of the cell show no signs of 
collapsing, due presumably to _ their 
greater thickness. 

It will also be noticed that the other 
cell C, situated in a similar position, 
shows signs of collapse on the outer wall, 





Fig. 386.—Section of old moulding 
(1922) showing penetration of resin. 
Mag. 800 diameters. 
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but in this case the wall is somewhat 
thicker than seen in cell B, and has been 
able to withstand the forces tending to 
flatten the unit to a greater extent. In 
view of the unimpaired structure of the 
inner cells the reason for this tendency 
for the outer cells to collapse is not quite 
clear, as all the cells are equally well 
filled with resin. It is probable, therefore, 
that either the filling of the outer cells 
occurred somewhat later than that of. the 
inner units, or, what is more likely, the 
filling of all the cells took place at much 
the same rate. 

The collapse of the outer walls would 
thus have occurred before completion of 
the filling and would be resisted by the 
inner tracheids due to the greater thick- 
ness of the surrounding walls, for it will 
be seen that although the cells marked A 
are referred to as being the inner mem- 
bers, there are no complete cells support- 
ing them on the right-hand side. The 
wall thickness, however, is considerable 
on this side of the particle and shows no 
obvious signs of succumbing to the differ- 
ence of pressure which undoubtedly 
existed at one period during the process. 
There is, therefore, a certain degree of 
justification for regarding these cells as 
being protracted all round; the same 
argument, of course, applies to the 
externally presented wall of the upper and 
lower of these three particles. 

Regarding the filling of these elements 
there is obviously no dubity, as this is 
clearly seen to be complete in all cases. 
It is.interesting to note that in spite of 
the absence of pigment in the resin there 
does appear to be an indication of a 
structure in the masses to fill the tracheid 
and also in that surrounding the particle. 
This structure is largely due to the 
presence of an appreciable quantity of 
very fine wood dust, which we have pre- 
viously seen, may be regarded as being 
an extraneous component present in wood 
flour. The presence of this is not exactly 
unexpected when the age of: the mould- 
ing is taken into account. This being 
so, it is readily appreciated that this 
extraneous fraction will experience little, 
if any, filtering during the impregnation 
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Fig. 387.—Old moulding: section 


through surface of red portion. Mag. 


26 diameters. 


of the structure under consideration, and 
in similar cases. Its presence does, how- 
ever, point to the possibility that particles 
such as this are filled mainly during the 
moulding cycle and not on the rolls. 

As a result of using a dye instead of 
pigmenting the resin, this red particle— 
an easy flowing material—is produced, 
as evidenced by the excellent impregna- 
tion of the wood flour just discussed. It 
is fortunate that one side of the red 
secondary particle is at the surface of 
the moulding, for it enables us to see and 
examine any effects occurring at this loca- 
tion. Thus in Fig. 387, we see the edge 
of the red portion at 26 diameters, photo- 
graphed on an orthochromatic emulsion. 

From this illustration, representing a 
general view of the structure at the mould 
face, it will be noticed that the finish 
produced at the surface is good, and 
although there is a collection of large 
wood flour particles at about the middle 
of the length of surface shown, they do 
not appear to be responsible for any 
undue disturbance of the structure, such 
as the production of resin pockets, etc., 
in spite of their lying actually at the inter- 
face. This is indicated by the apparent 
unevenness of the surface at these points, 
but does not mean to infer that the sur- 
face at this point is perfect; there are, in 












fact, irregularities due in part to cor- 
responding points in the mould face and 
also to breaking away of the section. 

The photomicrograph was taken on 
orthochromatic emulsion in order that 
the larger filler particles which are 
unaffected by the dye may be distin- 
guished against the background of small 
particles, dust and resin, which appear 
dark in tone. Thus those’ particles which 
are visible are seen to be the larger wood 
flour units. In consequence of this we 
are enabled to take a small portion of 
the surface and proceed to examine it in 
greater detail. The point selected is 
enclosed in the area marked A, and con- 
sists of a group of medium-sized particles 
situated at, or near, the surface with no 
indication of blocking having taken place. 

Before proceeding with this, however, 
it will perhaps be as well to point out the 
existence of strong orientation shown by 
the long particles lying immediately to 
the left of the marked area. The move- 
ment and consequent flow at this point 
has quite evidently been considerable, as 
shown by the strength of the orientation, 
and it is interesting to note that the lesser 
mobility of the large particle B has 
caused a diversion so that the flow takes 
place to either side. The dark area above 
the particle indicates an almost clear 
mass of resin and as the particles in the 
moving mass are in contact with the lower 
face of the unit B, it is clear that 
the flow has occurred in an upward direc- 
tion; in fact, the effect produced is very 
similar to what may be expected of a 
body of this shape situated in a fluid 
medium moving in the direction just 
mentioned. 

Reverting to the examination of the 
marked portion of the edge. This is seen 
at a magnification of 96 diameters at Fig. 
388, the area in question lying between 
the two lines indicated at A. The three 
particles, B. C. and D, will be easily 
identified with those seen in the previous 
illustration. ‘ It will be noticed also that 
particle B lies actually at the surface, 
with the other particles below or to the 
left of it. All the particles in the group 
are seen to be well separated with no 
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Fig. 388.—Old moulding: section through 
surface of red portion. Mag. 96 diameters. 


signs of interference between them. 
Whereas the particles C and D would 


normally be expected to give rise to a 


tendency for blocking to occur, there is 
no evidence in the case under considera- 
tion; in fact, the separation of these par- 
ticles would rather point to a very fluid 
condition of the mass which allowed an 
easy flow and stabilizing of the material, 
in so far as the siting of the filler particles 
is concerned, before final setting 
occurred. Further evidence of this is seen 
in the structure of the surface below the 
area in question in the presence of a 
number of well-separated elements of 
similar size. The orientation of those 
particles which are seen in longitudinal 
section is also worthy of note. 

It was pointed out, while discussing 
the previous photograph, that an area of 
turbulence around one large particle 
existed in a mass exhibiting strong flow 
lines. This mass was located to the right 
of the edge under examination; in other 
words, some distance inwards from the 
surface of the moulding. The same degree 
of flow and turbulence is not evident at 
the surface, and therefore one might con- 
sider a zone or surface layer of appreci- 
able depth where extra fluidity occurs 
prior to setting and in a shorter time to 
that occurring at the more deeply seated 
parts of the moulding. 
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Fig. 389.—Old moulding: section 


through surface of red portion. 


Mag. 200 diameters. 


This would be due chiefly to the rapid 
heating taking place at the mould surface. 
bringing about a sudden and large drop 
in viscosity, which would enable condi- 
tions to stabilize before setting occurred. 
In the meantime, the heating of the 
internal areas would be slower; in conse- 
quence of which it is quite possible, and 
indeed probable, that the viscosity of the 
mass never would be as low as that of the 
surface zone at its lowest, before immo- 
bility occurred. Hence cemplete stability 
cannot be achieved; otherwise the flow 
patterns would not be fixed in the manner 
seen, for it will be appreciated that masses 
such as these become set before move- 
ment has ceased. 

Although a surface zone is capable of 
definition, it is impossible to draw a hard- 
and-fast line distinguishing the rapidly 
heated material from that which is less 
rapidly heated and exhibits marked 
internal flow or turbulence patterns. 
Even at the surface this phenomenon is 
seen to be present, although on a much 
smaller scale and only capable of being 
detected at relatively high magnifications. 
Thus in Fig. 389 we see a portion of the 
same illustration at a magnification of 200 
diameters. The same three particles 
appear at A, B and C, from which it is 
clear that on a very small scale the 


Fig. 390.—Old moulding : section through 
surface of red portion, showing large 
wood particle. Mag. 96 diameters. 


absence of blocking is due chiefly to the 
presence of fine dust and single tracheids 
in the matrix material. Instead there are 
distinct signs of channel formations; for 
example, between particle C and the sur- 
face, and also between the A and B units. 

An area of turbulence giving rise to a 
curious star-like orientation of the small 
filler particles is discernible within area D. 
This configuration is not commonly met 
with in this type of material, and the 
cause of its occurrence is not clear; but 
from the manner in which the fine wood 
particles are orientated, it would appear 
likely that a point of low pressure existed 
at the centre of the star, probably as a 
bubble of air, causing a momentary . 
inward flow from all directions as the 
pressure rose. Final stabilizing of condi- 
tions being prevented due to setting, 
throughout the discussion of these effects 
in the surface zone one should not over- 
look the fact that the phenomena are 
occurring on a very small scale. . The 
depth of the fast cured zone is probably 
no more than .012 mm., while the turbu- 
lence shown within -the area D occurs 
within a diameter of about .01 mm., 
which serves to emphasize the small scale. 
on the one hand, and the highly fluid 
nature of the material during moulding 
on the other. 
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In the case of‘ larger particles sited at 
or near the surface of this portion of the 
section, there appears to be little or no 
disturbance due to blocking, although in 
certain circumstances there may be a 
tendency to modify or delay the stabiliza- 
tion of the structure, so that this cannot 
occur before the resin has set. Fig. 390 
shows a fairly large wood particle at a 
magnification of 96 diameters. This unit 
is seen to be situated close to the surface 
of the red particle under consideration 
and is marked A. The particle itself is 
seen to be in longitudinal section and 
lying with its long axis somewhat 
obliquely to the surface. 

In the area immediately above this 
particle at B are a number of smaller 
wood fiour elements, also in longitudinal 
section, whose orientation clearly indi- 
cates some considerable flow in a direc- 
tion from left to right over particle A; in 
fact, the structure at this point would tend 
to suggest that originally particle A was 
situated more or less at right-angles to the 
surface of the moulding. During the pro- 
cess when liquefaction occurred, move- 
ment took place in the _ direction 
mentioned, probably due to unbalanced 
pressures arising from a cause situated 
further along to the right. This would 
tend to push the particle over until it 
assumed the position seen in the 
illustration. 

All this has apparently occurred in only 
a thin zone, which, as we have already 
* seen, becomes fluid more rapidly than the 
deeper-situated material. Assuming this 
condition to exist in the current case, it is 
clear that the flow would be bounded on 
the inside by the surface of this stiffer 
material, which would result in the forma- 
tion of a channel, also even in the surface 
zone itself the viscosity of the material 
would vary throughout the depth until 
stabilization occurred. This would, of 
course, take place in a very short time 
owing to the thinness of the highly fluid 
layer. 

As a result of this assumption it will be 
appreciated that during the short time the 
movement is occurring in the channel, 
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Fig. 391.—Old moulding : section through 
surface of red portion showing large wood 
particle. Mag. 200 diameters. 


there will come into being secondary 


effects on the inner and outer surfaces of 


the channel, until the viscosity has risen 
sufficiently to stop movement. These 
secondary effects would take the familiar 
forms already pointed out during the 
examination of previous mouldings, such 
as vortices, etc. A certain amount of 
evidence exists in the structure around the 
large wood particle currently under 
examination; thus if we examine at the 
somewhat higher magnification of 200 
diameters, as seen in Fig. 391, it is seen 
that the group of small particles (A) 
above the large one show a distinct ten- 
dency to vortex formation. 

By their position they constitute a 
valuable guide as to the depth of the sur- 
face zone, particularly when the position 
of the further vortex B is taken into 
account. This lies in line with-and to the 
left of the group A, and is evidently 
derived from the very small filler elements 
to be found in this moulding. It is, there- 
fore, somewhat more clearly defined than 
the vortex formation in the group A; 
however, its chief value lies in its position 
relative to A, thereby fixing the approxi- 
mate depth of the surface zone as lying 
between the surface and the dotted line 
indicated by the arrow C. 

If now the surface side of the zone is 
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examined, there is seen to be little, if any, 
evidence of the occurrence of well- 
marked vortices such as those just 
discussed. Exceptions would occur in 
the expected places, such as under the 
distal end of the large particle shown at 
D, where a vortex may be expected to 
occur as the main streams of movement 
sweep past the tip of the falling particle: 
in such an event, and bearing in mind the 
rapidity with which everything happens, 
it is possible that quite a violent vortex 
would be developed which was sufficiently 
pronounced to exist for a time long 
enough for it to be fixed in the manner 
shown. 

Elsewhere at the surface, there seems 
to be a condition of stability showing no 
pronounced fixing of flow and turbulence 
patterns. This may well be due to the 
lack of disturbing influences, except for 
cases such as the large particle, for it will 


be appreciated that, whereas the mould ° 


surface forming the outer boundary of 
the channel is highly polished, the inner 
boundary is only developed as a 
secondary effect produced mainly by: the 
transference of heat from the outer sur- 
face. The apparent surface of this inner 
boundary will clearly be dependent upon 
the thermal conductivity of the material 
at the surface. This, of course, must 
vary to a considerable degree from point 
to point, depending on the concentration 
and size of the filler particles present, so 
that it will be seen that the surface of 
the inner boundary must be very irregu- 
lar when compared to that at the mould 
face, and therefore the degree of 
disturbance at the internal face may be 
expected to be greater. 

Apart from this, the material at the 
surface could be expected to reach 
immobility with great rapidity, so much 
so that turbulence effects hardly have 
time to become operative, except in pro- 
nounced cases. On the other hand, there 
would be more time initially for the 
patterns to develop at the inner boundary, 
as more time would be available before 
setting if the resin fixed them. In general, 
it would appear that some such 
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Fig. 392.—Old moulding : section shetting 


pigmentation in black -portion. 
diameters. 


Mag. 9 


mechanism would explain the absence of 
large flow patterns in the surface zone, 
such as may be encountered in the 
deeper-seated portions of the moulding. 

The red material just discussed had no 
pigment incorporated and therefore the 
signs of somewhat greater fluidity during 
the liquid phase of the moulding cycle 
were rather to be expected than other- 
wise. In the case of the black matrix 
material, one would not expect such 
characteristics to be so markedly in 
evidence; however, it is necessary to 
examine it in order that all available 
information may be obtained. Thus, we 
see that even at fairly low magnifications 
of the order of 100 diameters, the 
material shows unmistakable signs of 
high-quality structure. In Fig. 392 is 
illustrated a portion of the black matrix 
cohtaining a large wood flour particle (A) 
and several smaller ones. 

The significant feature of this photo- 
graph is the unmistakable evidence of the 
excellent impregnation of the large wood 
particle This unit appears at this mag- 
nification to be as well impregnated as 
the large particle discussed during the 
examination of the red portion of the 
moulding. At the same time, the other 
smaller particles, two of which are 
situated to either side of that marked A, 








Fig. 393.—Old moulding : section of black 
portion showing large wood particle. 
Mag. 200 diameters. 


and one underneath B, C, and D, are also 
seen to be completely filled, as nearly as 
can be ascertained at this magnification. 
In fact, the smaller particles, particularly, 
show very little signs of having suffered. 
The central particle, however, in spite 
of being filled, exhibits unmistakable 
signs of collapse, particularly in those 
cases where the cell walls are thin. This 
is more or less to be expected, and 
whereas the particle examined in the red 
mass showed little or no collapse in the 
current case, it must be borne in mind 
that the resin is pigmented and therefore 
the degree of fluidity attained in the 
liquid phase of the moulding cycle cannot 
be expected to be so high. Thus the 
impregnation ef the structure will take 
longer, which, in turn, will allow a differ- 
ence of pressure to exist for a longer 
period of time. ’ 
This general view of the structure of 
the black material also shows that even 
the smaller and less clearly visible par- 
ticles indicate their being filled; in particu- 
lar, attention is drawn to a particle seen 
in longitudinal section immediately above 
particle A. The filling of all these struc- 
tures, however, is only indicated -by a 
dark tone. in this photograph, magnifica- 
tion not being high enough to show the 
presence of individual pigment granules. 
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In view of this it is proposed to examine 
the structure of the large particle at 
succeedingly higher magnifications, 
chiefly with a view to obtaining informa- 
tion regarding the behaviour of the pig- 
ment, for indications so far point to this 
latter being very fine and evenly distri- 
buted in contradistinction to the condi- 
tions found in the more modern two-part 
material recently discussed (“‘ Plastics,” 
February and March, 1949). 

In Fig. 393 we see the same particle at 
a magnification of: 200 diameters. The 
most: obvious feature to stand out is the 
fact that the contents of the various cells 
in the particle are not all of the same 
density; thus the filling of the large cen- 
tral cell A is seen to vary in density in 
itself. The cell has obviously been flat- 
tened to a considerable extent during 
processing, and therefore the cross section 
area of the lumen is very irregular in 


. Shape and it is probable that: in instances 
“such as this, some difficulty would be 


experienced by the moving mass of resin. 

It will be noticed also that there are 
two smaller cells situated at the ends of 
the central cell, which have collapsed to 
a considerable extent, so much so that 
the unit on the left is almost obliterated. 
However, sufficient of the lumen remains 
to show the low tonal density of the con- 
tents. This latter is seen to be very dense 
in a case where little or no restriction 
has occurred, as evidenced by the density 
of the filling of individual thick-walled 
elements below the large particle; in this 
we have an example of the perfect filling 
which is capable of being attained when 
there is no restriction due to collapse of 
the lumen. The magnification in this 
instance is sufficient to show definite signs 
of pigment granules of very small size 
in the less dense portions; however, it is 
unwise to make a definite assertion as to 
this being the case, until closer examina- 
tion confirms the assumption, 

(To be continued) 


The index for Vol. 12 of “Plastics” 
(January to December, 1948) is now ready. 
Copies are obtainable from Temple Press 
Ltd., Bowling Green Lane, London, E.C.1, 
price 1s. 1d., post free. 
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PATENT REVIEW 


The following abstracts have been made from specifications at the Patent Office, with the permission 


of the Controller of H.M. Stationery Office. 


Complete specifications can be obtained from the 


Patent Office, 25, Southampton Buildings, London, W.C.2. price 1/- each. 


B.P. 611,828. Appl. 9.5.46. Acc. 4.11.48. 

Treatment with Resinous Polymers of 
Fibrous Materials. P. Alexander. To: 
Wolsey, Ltd. 

A process for treating fibrous materials 
consisting wholly or partly of wool to 
improve the handle, abrasive resistance and 
resistance to felting and shrinkage wherein 
the fibrous material is first impregnated with 
a cationic emulsifying agent then impreg- 
nated with an emulsion of a resinous vinyl 
polymer (polymethyl methacrylate plasti- 
cized with diethyl phthalate) containing an 
anionic emulsifying agent and dried. 


B.P. 611,829. Appl. 9.5.46. Acc. 4.11.48. 

Treatment of Textile Fibrous Materials 
with Vinyl! Compounds. P. Alexander. To: 
Wolsey, Ltd. 

A process for treating textile fibrous 
materials to improve the handle, abrasive 
resistance and resistance to felting and 
shrinkage wherein the fibrous material is 
first treated with a cationic emulsifying 
agent, then immersed in a bath of an emul- 
sion of a vinyl monomer, containing an 
anionic emulsifying agent and the monomer 
on the fibrous material is polymerized. while 
still in the bath. 


B.P. 611,830. Appl. 9.5.46. Acc. 4.11.48. 
Emulsion Polymerization of Vinyl Com- 
pounds, P. Alexander. To: Wolsey, Ltd. 
A process for the emulsion polymerization 
of vinyl compounds (vinyl chloride, styrene, 
vinylidene chloride) wherein a vinyl com- 
pound is emulsified by exposure to mech- 
anical vibrations of a frequency of at least 
5 ke./sec. in an aqueous liquid in the 
presence of a polymerization catalyst. 


B.P. 611,915. Appl. 5.10.45. Conv. 
(Belgium) 21.1.43. Acc. 5.11.48. 

Synthesis of Vinyl Chloride. To: Solvay 
and Co. 

Process of producing vinyl chloride by 
reacting acetylene and hydrogen chloride in 
the presence of a catalyst containing 
mercuric chloride and a promoter consisting 
of hydrated alumina. 


B.P. 611,919. Appl. 30.11.45 Conv. 

(Netherlands) 23.12.41. Acc. 5.11.48. 
Manufacture of valuable Reaction Pro- 
ducts of High Molecular Unsaturated 
Substances containing’ more than one 





Unsaturated Grouping in the molecule with 
Inorganic Acids or Acid Anhydrides. To: 
N.V. de Bataafsche Petroleum Maatschappij. 


B.P. 611,920. Appl. 12.12.45. Conv. 
(Netherlands) 3.12.42. ‘ Acc. 5.11.48 

Removal of Impurities of an Inorganic 
Nature from Aqueous Liquids by means of 
Resin Gels. To: D. J. Meijers Dextrine- 
fabrieken N.V. 

A process for the removal of impurities 
of an inorganic nature from aqueous liquids 
by means of synthetic resin gels of the kind 
used in ion-exchange processes which are 
regenerated with electrolyte solution after 
use, wherein the impurities accumulated in 
the synthetic resin gels are dissolved in 
aqueous electrolyte solutions when rinsing, 
preferably in alkaline solutions and are 
wholly or partly removed from the resin 
gels by rinsing with water, preferably hot 
water. 


B.P. 611,944. Appl. 13.5.46. Acc. 5.11.48. 

Apparatus for R.F. Heating. D. Jackson. 
To: Pye, Ltd. ; 

Further development of “spot welding 
gun.” Stray field heating for spot welding. 
The outer cylindrical electrode is rotatable 
around the inner electrode and the latter 
carries a tuning coil so that tuning to the 
load can be effected by rotations. Contact 
to inner electrode made by brush. Used 
either as hand tool or incorporated in foot- 
operated welding machine. 


B.P. 612,019. Appl. 19.3.46. Conv. 
(U.S.A.) 19.3.45. Acc. 8.11.48. 

Thermosetting Cements for Optical 
Systems. W. F. Parsons and J. R. Dann. 
To: Kodak, Ltd. 

(1) Thermosetting lens-cement comprising 
the partial polymerization product of a mix- 
ture of a vinyl carboxylic acid ester, an 
acrylic acid ester, an alpha methacrylic acid 
ester, or a vinylbenzene; (2) a divinylbenzene 
acrylic anhydride or an alpha-glkacrylic 
anhydride; (3) a diallyl compound or di-2- 
alkallyl compound containing a chain of 
from 11 to 14 atoms between the two allyl 
or two alkallyl groups. 


B.P. 612,023. Appl. 15.5.46. Conv. 
(U.S.A.) 28.6.44. Acc. 8.11.48. 
Making Cellular Thermoplastic Sheet 
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Material and receptacles therefrom. . To: 
United States Rubber Co. 

A’ method of forming a cellular thermo- 
plastic sheet material which comprises the 
steps of forming a composition comprising 
rubber, hard thermoplastic resin, a vulcaniz- 
ing agent and chemical blowing agent, 
sheeting the mixed composition, plying a 
plurality of said sheets together and pressing 
said sheets together under heat to form a 
cellular sheet. 


B.P. 612,070. Appl. 17.5.46. Acc. 8.11.48 

Producing Translucent and Opaque Poly- 
meric Material. T. Downing and W. E. F. 
Gates. To: Imperial Chemical Industries, 
Ltd. 

Relates to the copolymerization of styrene 
and methyl methacrylate, the resulting poly- 
mer having improved optical properties. 


612.108. Appl. 6.2.45. 
(U.S.A.) 17.4.44. Acc. 9.11.48. 

Pressure Sensitive Adhesive Sheets or 
Tapes. To: Minnesota Mining and Manu- 
facturing Co. 

A ‘pressure sensitive adhesive sheet or 
tape, having an eucohesive adhesive coating 
consisting mainly of pasty or liquid tacky 
rubber thermally combined with sufficient 
oil-soluble phenol-aldehyde resin so as to be 
more cohesive than adhesive but still tacky. 


B.P. Conv. 


B.P. 612,121.. Appl. 5.2.46. Acc. 9.11.48 

Moulding Materials and Methods of pro- 
ducing same. A. Amigo and B. Deutsch. 

A process for the production of moulding 
materials which comprises first preparing a 
viscous solution of a thermoplastic synthetic 
resin or mixture of thermoplastic syn- 
thetic resins (polyvinyl resins) in an organic 
solvent, thereafier incorporating water or an 
aqueous liquid with said viscous synthetic 
resin solution until an emulsion is obtained 
in which the fesin solution constitutes the 
continuous phase, and the water or aqueous 
liquid the disperse phase, thoroughly incor- 
porating a filler in discrete form with said 
emulsion until a dough-like mass is formed, 
allowing the volatile constituents of the 
synthetic res’n solvent and the aqueous 
liquid to evaporate, so as to bring about a 
gradual deposition of the synthetic resin on 
the particles of filler and subsequently ageing 
the mixture in order to permit further pre- 
cipitation of the synthetic resin on the 
particles of filler. 


B.P. 612,128. Appl. 5.4.46. Acc. 9.11.48 


Production of Board-like Materials. S. A. 
Ede. 


To: James Ferguson and Sons, Ltd. 
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Production of board-like materials. 
employing fibrous materials stiffened with 
thermosetting synthetic resins. 


B.P. 612,166. Appl. 14.5.46. Acc. 9.11.48. 
New Synthetic Resins. E. M. Evans and 
H. F. Hookway. To: British Resin 
Products, Ltd. 
Condensation product prepared by react- 
ing formaldehyde with compounds contain- 
ing the grouping CH-SO,-CH. 


B.P. 612,302. Appl. 23.5.46. Acc. 10.11.48, 

An Improved Electrical Insulating Com- 
pound. D.C. Hancock and D. T. Hollings- 
worth. To: British Insulated Callender's 
Cables, Ltd. 

Insulating compound which can be poured 
when hot and becomes viscous on cooling, 
comprising mineral oil, polythene, and a 
rubbery hydrocarbon soluble in the mineral 
oil. 


B.P. 612,311/2. 
11.11.48. 
Production of Polymerizable Esters. F. 
Armitage, J. A. Cottrell and D. H. Hewitt. 
To: Lewis Berger and Sons, Ltd. 


Appl. 17.4.45. Acc. 


B.P. 612,331. Appl. 14.3.46. Conv. 
(Netherlands) 2.5.45. Acc. 11.11.48. 
Process for Polymerizing Polymerizable 
Substances in the form of an Emulsion. To: 
N. V. De Bataafsche Petroleum Maat- 
schappij. 
Continuous low-temperature polymeriza- 
tion of vinyl chloride. 


B.P. 612,372. Appl. 22.5.46. Acc. 11.11.48. 
Treatment of Tanned Leather with Amino 

Resins. A. T. Hough. To: British Leather 

Manufacturers Research Association. 


B.P. 612,416. Appl. 29.3.45. Acc. 12.11.48. 

Synthetic Resin Compositions. EE. S. 
Narracott and K. J. Rowland. To: Anglo- 
Iranian Oil Co., Ltd. 

This invention relates to the production of 
phenol-aldehyde resin compositions, con- 
taining hydrocarbon materials derived from 
mineral oils by processes of solvent extrac- 
tion, and, in particular, to the production of 
resins of a thermosetting type which may be 
remoulded after being exposed to conditions 
of curing. 


B.P. 612,477. Appl. 24.5.46. Acc. 12.11.48. 

Manufacture of Moulded Articles and 
more particularly articles such as Artificial 
Teeth. To: H. D. Justis Son, Inc. 
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B.P. 612,504. Appl. 16.7.43. Acc. 15.11.48. 
Manufacture of Sheets and Coatings of 
Plastics. E. V. Giles. 
Refers to the use of infra-red drying in 
the manufacture of plastic films or sheets. 


B.P. 612,505. Appl. 17.8.43. Acc. 15.11.48. 
Manufacture of Compound Sheets com- 
prising Fabric and Plastic Material. E. V. 
Giles. 
‘Refers to resorcinol-formaldehyde Con- 
densation products. 


B.P. 612,506. Appl. 24.11.43; 12.1.44. 
Acc. 15.11.48. 
Reinforced Plastic Materials. H. Kremer. 


B.P. 615,525. Appl. 12.2.46. Conv. (U.S.A.) 
8.2.45. Acc. 15.11.48. 
Condensation Products and Process of 
producing same. To: The Borden Co. 


B.P. 612,589/90. Appl. 29.5.46. Conv. 
(U.S.A.) 30.5.45. Acc. 15.11.48. 
Production of Vinyl Cyanide. To: E. I. 
Du Pont de Nemours and Co. 


B.P. 612,605. Appl. 3.6.42. Acc. 16.11.48. 

Cooling Compositions containing Thermo- 
plastic Resins. F. R. Stoner, Jr., and D. M. 
Cabe-Gray. 

Coating of metal surfaces with a solution 
comprising a vinyl chloride, vinyl acetate 
copolymer, and a solvent. ‘The solvent is 
subsequently evaporated and the coating 
baked. 


B.P. 612,609. Appl. 10.5.45. Acc. 16.11.48. 
Production of Polymeric Materials. R. W. 
Moncrieff. To: British Celanese, Ltd. 
Production of nitrogen containing poly- 
mers by heating a di-hydroxide of a 
dicarboxylic acid in presence of hydrazine 
until a polymer is produced. 


B.P. 612,646. Appl. 28.5.46. Acc. 16.11.48. 

Silicone Intermediates. W. K. Buchanan 
and W. Simpson. To: Metropolitan-Vickers 
Electnical Co., Ltd. 


B.P. 612,647. Appl. 28.5.46. Conv. (U.S.A.) 
29.5.45. Acc. 16.11.48 

H.F. Dielectric Heating Apparatus. 
British Thomson-Houston Co., Ltd. 

R.F. drying of materials on conveyor belt, 
using staggered rod electrodes above and 
below conveyor. 5-25 mc/s. 


B.P. 612,697. Appl. 30.5.46. Conv. 
(France) 26.6.45. Acc. 16.11.48. 
Polyvinyl Resin Compositions. To: 

Société des Usines Chimiques Rhdéne 

Poulenc. 

Process for reducing the tendency of poly- 


PLASTICS 





283 


vinyl resins or compositions to deform and 
soften under the action of heat by incorpora- 
ting in the resin an alcoholate of aluminium. 


B.P. 612,982. Appl. 12.6.46. Acc. 19.11.48. 
Embossing Fabrics coated with Polyvinyl 

Compositions. R. G. Humphries. To: 

Greenwich Leathercloth Co., Ltd. 


B.P. 612,992. Appl. 13.6.46. Conv. (U.S.A.) 
23.6.45; 25.1.46. Acc. 19.11.48. 
Preparation of Fluoro-Chloro Com- 
pounds. To: Kinetic Chemicals, Inc. 


B.P. 613,018. Appl. 3.5.45. Acc. 22.11.48. 
Improved - Polythene Compositions. 
W. E. F. Gates. 


B.P. 613,020. Appl. 10.5.45. Acc. 22.11.48. 

Polymeric Materials and Processes for 
their Production. J. W. Fisher, E. W. 
Wheatley and H. Bates. To: British 
Celanese, Ltd. 


B.P. 613,106. Appl. 9.5.44. Acc. 23.11.48. 

Polyhydric Phenol- Aldehyde Resin 
Adhesives. To: Pennsylvania Coal Products 
Co. 

Cold-setting resin adhesive comprising a 
permanently fusible resorcin-formaldehyde 
resin of given pH in a 50 per cent. aqueous 
solution (2.5-6) dissolved in a neutral sol- 
vent and a formaldehyde liberating setting 
agent. 


B.P. 613,180. Appl. 14.6.46. Conv. (U.S.A.) 
13.6.45. Acc. 23.11.48. 

Thermosetting Compositions. To: E. !. 
Du Pont de Nemours and Co. 

Thermosetting composition prepared by 
blending an ethylene-carbon monoxide copo- 
lymer, previously heated with an alkaline 
compound to increase its unsaturation with 
a formaldehyde compound sufficient to pro- 
vide up to 50 per cent. free formaldehyde 
(based on the weight of the modified 
copolymer). 


B.P. 613,219. Appl. 6.6.46. Cony. (U.S.A.) 
11.6.45. Acc. 24.11.48. 
Hydrogeneration of Dimeric Alpha 
Methyl Para-Methyl Styrene. A. J. Warner 
and S. R. Hartstein. To: Standard Tele- 
phones and Cables, Ltd. 


B.P. 613,354. Appl. 21.6.46. Acc. 25.11.48. 
H.F. Heating Equipment. C. E. Eadon- 
Clarke.- To: Standard Telephones and 
Cables, Ltd. 
Conventional design of R.F. heater with 
heating chamber incorporated. The heating 
chamber is separated from the generator by 
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a transparent or translucent screen (poly- 
styrene) so that the anode glow of the 
oscillator valve can be observed, to ensure 
that operating conditions are safe for the 
valves. 


B.P. 613,358. Appl. 21.6.46. Conv. 
(France) 22.6.45. Acc. 25.11.48. 
Production of Articles from Multi- 
coloured Plastic Materials by Extrusion. J. 
Delorme. 


B.P. 613,368. Appl. 24.6.46. Acc. 25.11.48. 
H.F. Heating Equipment. K. M. Burk. 
To: Standard Telephones and Cables, Ltd. 
See B.P. 613,354. Novel feature: Air 
cooling system is used for valve cooling and 
removal of moisture from heating chamber. 


B.P. 613,419. Appl. 19.3.45. Acc. 29.11.48. 

Apparatus and Method for Heating Work 
by the use of H.F. Electric Energy. E. G. 
Autie and M. R. Monk. To: Arc Manufac- 
turing Co., Ltd. 

Pulsing system for H.F. roller welders. 
H.F. energy is applied to the rollers in pulses, 
frequency and duration of which depends 
on roller speed. This is supposed to ensure 
that power input into the material is con- 
trolled by roller speed. 


B.P. 613,497. Appl. 10.5.45. (Divided out 
of B.P. 613,020.) Acc. 29.11.48. 

Polymeric Materials and Processes for 
their production. J. W. Fisher, E. W. 
Wheatley and H. Bates. To: British 
Celanese, Ltd. 

Process for further treatment of poly-1.2.4. 
triazole comprising treatment of the polymer 
with an acylating agent or an aldehyde or 
ketone. 


B.P. 613,506. Appl. 26.4.44. Cony. (U.S.A.) 
28.5.42. Aec. 30.11.48. 

Shaping of Sheets of Polymerized Unsatu- 
rated Esters of Polybasic Acids. To: Pitts- 
burgh Plate Glass Co. 

Method of preparation of shaped sheets 
made from diallyl phthalate, comprising 
heating of such a sheet containing at least 
85 per cent. of acetone in soluble polymer 
to a temperature exceeding 50 degrees C., 
shaping the sheet whilst maintaining the 
temperature and cooling before removing 
the shaping forces. 


B.P. 613,509. Appl. 17.11.44. Conv. (U.S.A.) 
14.7.41. Acc. 30.11.48. 
Olefin Polymerization. To: 
Petroleum Co. ‘ 


Phillips 
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Refers to the polymerization of tertiary 
base olefins to form lubricating oils. 


B.P. 613,576. Appl. 18.6.46. Acc. 30.11.48. 

Process for Gluing Wood. C. E. Smith. 
To: British Resin Products; Ltd. 

A process for gluing or bonding wood sur- 
faces together, which comprises first applying 
an aldehyde to one or both of the surfaces 
to be bonded together, and thereafter apply- 
ing to one or both of the surfaces a synthetic 
resin adhesive composition, bringing the two 
wooden surfaces together and subjecting the 
assembly to a suitable curing treatment. The 
aldehyde in question is furfur-aldehyde. 


B.P. 613,635: Appl. 21.6.46. Conv. (France) 
23.6.45. Acc. 1.12.48. 

Production of Articles from Miulti- 
coloured Plastic Materials by Extrusion. 
J. Delorme. 

Apparatus for extruding multi-coloured 
shaped articles wherein each of the different 
coloured plastic materials enters its distri- 
buting groove through a feed passage, which 


.is located in a different plane from the said 


groove. 


B.P. 613,648. Appl. 24.6.46. Acc. 1.12.48. 

Aryl Substituted Silicanes and their con- 
version by Hydrolysis into the corresponding 
Silicols. 


B.P. 613,689. Appl. 26.6.46. Acc. 1.12.48. 
Containers for Hydrogen Peroxide. W. S. 
Wood and J. Harnaman. To: B. Laporte, 
Ltd. 
Container for highly concentrated hydro- 
gen peroxide consisting of stoneware, glass, 
polythene, polystyrene or polyvinyl chloride. 


B.P. 613,701. Appl. 27.6.46. Cony. (U.S.A.) 
24.8.45. Acc. 1.12.48. 

Bonding Rubber-like Materials to Metal. 
To: United States Rubber Co. 

A method of bonding a composition of 
natural or synthetic rubber to the surfaces 
of metal base, which comprises applying 
over said metal base a layer comprising an 
uncured mixture of natural or synthetic rub- 
ber with silica aerogel particles and subse- 
quently uniting the assembly by means of 
heat and pressure. 


B.P. 613,820. Appl. 15.6.45. Acc. 3.12.48. 

Orienting Crystalline Resinous Bodies. 
To: Firestone Tyre and Rubber Co. 

Relates to the production of oriented 
crystalline resinous filaments, rods, sheets, 
tubing, etc., from crystalline vinylidene. 
chlorine resins. 
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the moulder and designer. Nos. 1-12 in this series are already available in booklet form and a second 


Ker This is the twenty-eighth in a series of notes by B.I.P Development Department on the problems of 


volume which will include this article is being prepared. Comments and enquiries are welcome. 


Dwelling 


Probably the most important phase 
of the moulding cycle is holding the 
closed mould under low pressure 


for a short time to allow heat from 


a 











Fig.1 


a 














the mould to be absorbed by the 
moulding powder before the applica- 
tion of high pressure. This applies 
where ‘ breathing’ is customary as 
in the case of Beetle being used in a 
complicated mould. 

With a mould such as that shown in 






BRITISH INDUSTRIAL 


*. 


1 Argyll Street, London, W.1 


Fig. 1, this procedure, commonly 
known as ‘ dwelling,’ helps to make 
the material flow into the webs or 
bosses in the punch and die before 
it attempts to squeeze between the 


mould faces at “‘ A.” 


A controlled dwell, particularly if it 


can be followed by a controlled slow 


d 





Fig. 2 











c 





application of high pressure, facili-’ 
tates moulding the type of article 


shown in the mould in Fig. 2. 
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CASE DEVELOPMENT COL? 
__ Kangley Bridge Rd, 
~ Sydenham, London, S.E.26 ~ 
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Let us demonstrate 
to you the advan- 
tages of turbine 
sifting. A practical 
test on your own 
material at our 
London Test Station 
will show you why 
leading manufac- 
turers prefer this 
method of sifting. 
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THE PASCALL ENGINEERING CO., LTD. 
114, LISSON GROVE, LONDON, N.W.1 
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are specialists in 
the manufacture of 
Synthetic Resins 
suitable for the 
manufacture of 
Moulding Powders 




















forLAMINATION 
& TUBE WINDING 


in all substances 


* Why not discuss 
possible uses ? 





HENRY LEIGH 
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THE ASSOCIATED PAPER MILLS LTD 


BOLLINGTON 
MACCLESFIELD 
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SUPERIOR P.V.C. 
SHEETING 


Plain and Printed. Transparent, Metallic and Opaque 
a Approximately 5/1000” and 7/1000” by 36” wide 
on 40-yard rolls. Excellent welding qualities. Remark- 
able strength. Uniform consistency. Prices and samples 
on request. 


Also non-tacky Frosted 36 in. x 100 yards -007/8 in. 


PHENCO FLOOR 
COVERING 


Nominal 36” wide by 3/32” by 12-yard rolls. Plain brown 
or black, brown/white or black/white marble effect and 
other colours. Fire resistant. Damp resistant. Oil 
and grease resistant. Hygienic. Non-skid. Durable 
and lasting. Easily washed or polished. Keeps heat 
in and cold out. Economical in price. Soft to the 
tread. Sound absorbing. 

12 in. x 12 in. tiles also available. 


Agents required. 
Your enquiries invited 


G-R-L PLASTICS LTD. 


5/8 ST. ERMIN’S (WEST SIDE), CAXTON 
STREET, WESTMINSTER, LONDON, 8.W.1 
Telephone: WHitehall 1878/79/70 
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1EVING: 
FILTERING 
SCREENING 
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But an output of 
this nature can often be obtained off hard-chromed 
Plastic Moulds. We are specialists, and take a pride in 
our job. Weare also rather proud of our service. 

If you arein any difficulty or require further capacity, 
we shall be happy to demonstrate our prowess. 


TOOLCHROME LTD 


Works: Annis Works, Annis Road, Hackney, E.9 
Telephone: AMHerst 2735 
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THE 9.39 MASTOID 
EXTRUSION MACHINE 


IMPORTANT 
FEATURES 


Suitable for any type or grade 
of thermoplastic material. 


Main barrel fitted with renew- 
able stainless steel liners. 


Infinite variable speed range 
11-45 r.p.m. 


Electric heating zonal control 
from feed to die. 


Grouping and accessibility of 
controls. 


Machines supplied with dies 
fitted and tested. 


PLASTIC MACHINES ¢ 
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The S$.35 Extrusion machine has received a very 
great welcome. Its compact and robust construction 
and pleasing lines are appreciated by discerning 
buyers. If you have. not already seen the machine 
in action, make an appointment for a demonstration. 


R. H. WINDSOR LTD 


16 FINSBURY SQ., LONDON, E.C.2 
ENGLAND 


Phone MONarch 8722 Cables TECHNIMACH LONDON 
Grams TECHNIMACH FINSQUARE LONDON 
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a 
QUALITY PRODUCTS 
FOR THE 
PLASTICS INDUSTRY 
’ ESSO stands for quality 


that has 60 years of 
experience and vast resources 
in research to back it. Esso 
products for the Plastics 


industries include : 


The electron microscope in use at the 
Esso Laboratories. 


SOFTENERS & PLASTICIZERS = SOLVENTS . WAXES 
ANTI-OXIDANTS - INTERMEDIATES - MINERAL RUBBER 
VISTANEX (POLYISOBUTYLENE ) . SYNTHETIC RUBBERS 


PROCESSING OILS 





Lt pays Lo sé 


ANGLO - AMERICAN OIL COMPANY LIMITED 





36 Queen Anne’s Gate, London, S.W.1. 
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176, GOLDERS GREEN RD., LONDON, N.W.11 
"Phone : SPEEDWELL 5222 


PLASTIC COSMETIC CONTAINERS & BOTTLE CAPS. 
P.S.Banarse and Co.( Products), Lid. 


FOR EXPORT AND HOME MARKET 


34, MOZART ST., QUEENS PARK, W.10 
"Phone : LADBROKE 0239 


"Grams : BANARSE, GOLD, LONDON 























White or 
phone for 
this folder 


request 


BONDS - WOOD, PHENOLICS, BRICK 
PAPER, METALS, LEATHER 
GLASS and many other materials 


SURRIDGE’S PATENTS LTD. 
NEW WORKS, CROYDON ROAD, ELMERS END 
BECKENHAM, KENT. ‘Phone: Beckenham 0168 











1.P.1. 
MOULDING POWDERS 
AND PLASTICISERS 


SYNTHETIC DRYING OILS 
COPALS — Esters and Fused 
RESINS FOR PAINTS— 


Phenolics 





y 
Urea Modified 
* Furans 


SOLVENTS 
EMULSIFYING AGENTS— 


for all types of Emulsions (Polyviny! 
Acetate, Acrelate, etc.) 


WATFORD CHEMICAL CO. 


(Now Proprietors of |.P.1.) 
30, BAKER ST., LONDON, W.1. WELbeck 0264 




















BELT GRINDERS or 
SANDERS 4” & 6” MODELS 


(4” model illustrated) 







length table 12; 
height 6}”, 
width table 4" 
Speed 1,400 
age — 
“ 

wenn di = aa Motorised £16 

6” model with “‘Oilite”’ Bearings, long back-rest, adjust- 

able cross-rest, £16. Motorised 

Send for details of other “impetus” Products. ’Phone: 





(METAL BODIES 


to the specific 
requirements of 
—our customers 


Makers of all 
. types of repe- 
h = tition products 
from the bar in 
all metals 


Mc: L»REPETITION LTD. 
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JOHN P. STEEL, Dept.8, BINGLEY, YK8. 1066 (4 lines) 
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. TELCOTHENE—a thermoplastic 
material having a polythene base 
—can be profitably utilised where 
superior electrical characteristics 
and chemical inertness are re- 
quired. In addition, the properties 
of low moisture permeability, 
mechanical robustness, particu- 
larly at sub-zero temperatures, 





and the absence of toxic fillers Moulded insulators in natural ‘* TELCOTHENE °’ 
° e ° i Hii " 
make it a desirable product in A ai 





many industries. 









Bottles, funnels, beakers, 
etc., for laboratory use. 
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Head Office: 22 OLD BROAD ST., LONDON, E.C.2 "idee to: TELCON WORKS, GREENWICH, S.E.10 
Telephone: LONdon Wall 3141 Telephone: Greenwich 329! 
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Design 
Manufacture, 2 


By B. Lionel Davies,M.Sc.,A.R.I.C., 
F.I.R.I. The author of this impor- 
tant newbook is Technical Manager 
of a leading plastics firm and was 
formerly a lecturer at the Northern 
Polytechnic. The book combines a 
thorough survey of scientific prin- 
ciples with technological descrip- 
tion, and is a most authoritative © 
work on this subject. With over 100 
illustrations. 421 pages. 37/6 net. 


SIR ISAAC PITMAN & SONS 
LIMITED 


Parker Street, Kingsway, London,W.C.2 
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FIXTURES 
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a 


-NORTHERN VIEW, PRIESTSIC ROAD, 


SUTTON-IN-ASHFIELD, NOTTS. 


TELEPHONE - SUTTON-IN-ASHFIELD 2007-8 
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M. H. GRIST (ecastics) LTD. 


82/84 BRIGHTON ROAD, SURBITON, 
SURREY PHONE: ELMBRIDGE 4214 


REQUIRE 


CELLULOSE ACETATE 
OFFCUTS & SCRAP 


POLYSTYRENE 
SCRAP 


POLYTHENE 
OFFCUTS & SCRAP 


AND HAVE FOR SALE 


CELLULOSE ACETATE 
SHEETING 


CELLULOSE ACETATE 
MOULDING POWDERS 
ALL GRADES. ATTRACTIVE PRICES 


COLLECTION AND 
, DELIVERY IN LONDON AREA 
BY OUR TRANSPORT 





MOULDS for PLASTICS | 


INJECTION TRANSFER 
COMPRESSION 
HIGH-CLASS WORKMANSHIP 
Send your enquiries to 
J. H. CARPENTER & SON 
LONDON LTD. 
who have a well-equipped and modern plant 


1o7a YORK WAY, LONDON, N.7 


TELEPHONE: GULLIVER 3917 


SON 


Acetate and other Synthetic 
Mouldings. Modern Plant 
and Facilities 


APPLIANCE CPL 
WOOLFOLD, BURY, LANCS 


Telephone : Bury 1560-1 Telegrams .“Bysonite, Bury.” 
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HYDRAULIC MOULDING PLANT 

New 12-ton “‘ COBORN ” self-contained hand-operated 
upstroke hydraulic presses, each having ram 344-in. 
diam. by 6-in. stroke, W.P. 3,000 Ib. per sq. inch, 
table 8-in. sq. daylight table to head 12 in., between 
platens 7 in. Moving table arranged with spring 
return. Fabricated frame and integral oil hydraulic 
hand pump, lever operated. Platens 8-in. sq. electri- 
cally heated and fitted with ‘“‘SUNVIC’”’ bimetal 
thermostat suitable for 230V. single phase supply. 


Several new ** COBORN ” 40-ton self-contained down- 
stroke hydraulic moulding presses each having glanded 
main ram 7-in. diam. by 8-in. stroke and overhead 
pullback ram 1%-in. diam. with side rods. W.P. on 
rams 1 ton per sq. inch on main, giving 40-ton max., 
adjustable down to 5 tons, and 2!4 tons on pullback, 
which is available for ejection. Tables 17 in. by 
11 in., the moving table fully guided. Electric platens 
7 in. by 11 in. give a daylight of 8% in., and are 
thermostatically controlled, and suitable for 230V. 
single phase, isolating switch is provided. Self- 
contained high-specd pump giving 1% g.p.m. at 1 ton, 
being complete with valve gear and driven by 244 h.p. 
squirrel cage motor at 950 r.p.m. and wound for 
440/3/50, with starter, pressure gauge, safety guards, 
etc. We also supply the above presses as a dual unit, 
coupled together with one pumping set and mounted 
complete on common baseplate. 

Several new “ COBORN ” 50-ton T.E. self-contained 
downstroke hydraulic presses of the frame type, each 
having glanded main ram 12-in. diam. by 10-in. stroke 
arranged for prefilling, pair of electric platens 17-in. 
by . 16-in. wound for 230V. single phase supply and 
thermostatically controlled. Daylight between platens 
9% in., clearance between cheeks 16'4 in. Vickers 
pump capabie of 1,000 Ib. per sa. inch, driven by 
3 h.p. motor wound for 400/3/50. Press is complete 
with safety guards, push button starter, tell-tale indi- 
cator lamps for platens. and hydraulic pressure gauge. 
Pump, motor, valves, pipes etc., are all enclosed under 
sheet steel covers. 

Three latest-type dual units by FINNEY, each com- 
prising: Two 25-ton downstroke hydraulic presses with 
6-in. ram, giving a total pressure of 25 tons; special 
.“ quick approach’”’ device and spring return, four 
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columns with 123; in. by 6'4 in. between. Tabies 
12 in by 12 in. and two platens 10 in. by 12 in. 
giving a daylight between of approx. 10!) in.; one 
thermostat provided for controlling pair of platens. 
VICKERS pumping set driven by 5 h.p. S'C motor 
400/3/50, running at 960 r.p.m. with starter, two units 
complete with common loading table, valve gear and 
time clock. Overall dimensions 6 ft. by 3 ft. by 
8 ft. 6 in. high. 

One reconditioned 50-ton vert. downstroke hydraulic 
press by T. N. and J. DANIELS, main ram 8-in. diam. 
by 12-in. stroke, and two side push back rams, four 
steel columns with 1444 in. by 9% in. between; fully 
guided moving table and two_14-in. by 14-in. electrically 
heated platens complete with thermostatic control, 
daylight between platens 20 in. An ejector cylinder 
and ram at 5 tons, with 4-in. stroke, complete with 
crosshead, is fitted. Press operated by high-speed pump 
driven by 1/4 h.p. motor 380/420/3/50, 1,400 r.p.m. 
with starter. Also inciuded are supply tank, valve gear 
etc, 

One reconditioned self-contained 50-ton hydraulic press 
by TURNER, of the frame type, 74-in. diam. ram by 
12-in. stroke, maximum closing pressure 50 tons, mini- 
mum 10 tons; maximum opening pressure 5 tons, mini- 
mum 1 ton, electric platens 154% in. by 15 in., with 
thermostat adjustment between 200-400° F. and 
wound for 400-440V. 3 ph. 50 cyc. supply. Press is 
operated by Turner rotary oil pump at a maximum 
pressure of 2,500 Ib. per sq. in. aNd driven by 1%4 h.p. 
motor 400-440V. 3 ph. 50 cyc. 

Several 80-ton upstroke hydraulic presses by BRADLEY 
and TURTON, each having 10-in. diam. gianded ram by 
12-in. stroke 4 steel columns with 18% in. by 9% in. 
between. Fully guided table 18 in. by 17 in. and 
one pair of electric platens 17 in. sq., each with temper- 
ature control by Teddington Instruments, Adjustable 
daylight table to head 18 in./24 in. and between 
platens 12 in./16 in., main ram returned by a pair 
of 1\4-in. diam. push back rams, W.P. 1 ton per sq. in. 
Pressure gauge is supplied. 


One 6-0z. injection moulding machine by T.M.A., model 
SH6, pumping equipment by VICKERS, driven by 12% 
h.p. moior, injection cylinder fitted with electric heating 
band wound for 230V. single phase with thermostatic 
control, mould locking bolster closed by toggle motion, 
hydraulically operated. Water cooling is provided. 
New 1947, has been used very little, is in excellent 
condition. . 





Whatroer Plant yon need turn to 
GEORGE COHEN 


SONS & COMPANY LIMITED 


WOOD LANE, LONDON, W.12 ‘Phone: Shepherds Bush 2070 ‘Grams: Omniplant, Chisk, London 
‘Phone: Pudsey 224! 


STANNINGLEY, Near LEEDS 
And at BRUSSELS * SHEFFIELD - BIRMINGHAM 
DUNFERMLINE - GLASGOW * SWANSEA 


Gwe OF THE 


*Grams : Cobern, Leeds 

NEWCASTLE-ON-TYNE - SOUTHAMPTON 
MANCHESTER * BATH BELFAST GRO uP 
ef Con —— 
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MATERIALS & 
EXTRUSIONS 


PLAIN & FANCY DESIGNS 


RICHARD & HOPKINS LTD 


31, THEOBALDS ROAD, LONDON, W.C.1 


PHONE 


HOLBORN 2736/7 
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PEBBLE gure 


For the grinding of 
all kinds of Powders, 

emicals, Minerals. 
Colours, Paints, Enamels, 
etc. Supplied lined with 
hard Porcelain, Silex or special 
linings, and can be igvctaned to suit 
particular classes of work 


Send for our free illustrated literature. 


Engineers (Dept. No. 27). Head Office 
and Works: COOPER STREET, 
HANLEY, STOKE-ON-TRENT. 


London Office: 329, High Ly W.C.1, 
Telephone: Holborn 602: 


Uearhyt «. Cenlady S 
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VINYL PRODUCTS LTD. 


manufacture 






P.V.C. Flexible 
oie oe ee ae 


"“VINATEX’ 
SHEETING 


In various thicknesses, 
translucent and opaque, 
plain colours or printed. 





PVC. 
PRINTING INKS 


‘VINALAK’ 
INKS 


Printing inks for plastic 
sheeting, standard ag 





Synthetic Resin 
EMULSIONS 


‘VINAMUL’ 
EMULSIONS 


For finishing leather, tex- 
tiles, etc.; for laminated 
boards and adhesives. 


Polyviny! Chleride 
SAT as 


*“VINATEX’ 
PASTES 


For coating fabrics, paper, 
etc.: unpigmented or in 
it d colours. 





light-fast, non 








\ DIESINKERS, 
MOULDS, 
JiGs. 


89-91, Rockingham Lane. 


SHEFFIELD: 


ae 








VALUATIONS 


for all purposes of 


INDUSTRIAL & COMMERCIAL 
PROPERTIES 
is a SPECIALISED SERVICE offered by 


CHAMBERLAIN & WILLOWS 
Surveyors & Valuers 














Vinyl! Products Ltd. 


BUTTER HILL - CARSHALTON « SURREY 








23, Moorgate, London, E.C.2 


City 6013 (6 lines) 


ELLE LEED. 
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Hear CAN BE KEPT IN Too |! / 


Heat’s natural instinct is to play truant 
from all surfaces which generate, store or 
convey it. Few people realise that if a 1” 
steam pipe with a surface temperature of 
200° C is unlagged for 20 ft., the heat 
lost by radiation and convection may 
waste nearly half a hundredweight of 
coal in the course of a working week. 
Most likely your heated surfaces are 
lagged. But are they all lagged efficiently? 
Are regular checks carried out to ensure 
that insulating material is in good condi- 
tion everywhere — including that dark 
corner where the pipes can’t be reached 
without a ladder ? Is the thickness of the 
material sufficient for the temperature 


of the surface it covers? Are you sure 
that flanges and valve bodies have not 
been left naked to make maintenance 
easy? The heat loss from a bare flange 
may be as much as that from a foot or 
more of bare pipe. 

Proper lagging of boilers, cylinders, 
steam pipes and other heated surface pays 
the highest dividends in fuel efficiency 
for very little capital expenditure. By 
the way, have you referred to “ The 
Efficient Use of Steam ” by Oliver Lyle ? 
It can be ordered through any book- 
seller (886 pp., 15/- net), or obtained by 
writing to H.M. Stationery Office (15/9 
post free). 


YOUR REGIONAL FUEL OFFICE 


REGION ADDRESS TELEPHONE 
Northern Government Buildings, Ponteland Road, Newcastle-on-Tyne, 5 Newcastle 2813! 
North-Eastern Century House, South Parade, Leeds, 1 Leeds 3061! 
North-Eastern Mount Pleasant School, Sharrow Lane, Sheffield Sheffield 52461 
North-Midland Block 7, Corea Buildings, Chalfort Drive, Nottingham Nottingham 7771! 
Eastern Shaftesbury Road, Brooklands Avenue, Cambridge Cambridge 56268 
London Mill House, 87/89. Shaftesbury Avenue, W.1 Gerrard 
South-Eastern Forest Road, Hawkenbury, Tunbridge Wells, Kent Tun. Wells 2780 
Southern Whiteknights, Earley, Reading Reading 6149! 
Wales 27, Newport Road, Cardiff 9234 


South-Western 12/14, Apsl Road, Clifton, Bristol, 8 
Midland » Hagley Road West, Birmingham, 17 Bearwood 3071 


Temporary ce Buildi 


North-Western Burton Road, West Dids ury, Manchester, 20 


Bristol 38223 
Didsbury 5180-4 


Scotland 145, St. Vincent Street, Glasgow, C.2 Edinburgh ro eT - 
Scotland SI, burn Street, Edinburgh, 1 Edin’ 
Scotland 1, Overgate, Dundee Dundee in 





TSSUEBD BY TRE MINISTRY OF FUEL AND POWER 
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PLASTIC RAW 
MATERIALS 
of all kinds 


Y 
Chas. Page 
& Co., Ltd. 
for 
HOME AND 
EXPORT MARKETS 


soe te 


52, GROSVENOR GARDENS, 
VICTORIA, LONDON, S.W.1 


<= — ee) 
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Telephone : Telegrams : 
SLOane 8151 Paganini-Sowest, 
(10 lines) London 
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SUPPLIES FROM STOCK 
CASEIN 
SHEETS RODS TUBES 
CATALIN CASTSYNTHETIC RESIN 
SHEETS, RODS, TUBES, PROFILE SHAPES 
P.V.C. Sheeting — all thicknesses and widths 
WARERITE PANELS—AIll Colours 
CELLULOSE ACETATE SHEET 


from 0.05 to 7 m/m. thick 
Opaque and Transparent 
Flesh and T/shell Optical quality 


LC.1. “CRINOTHENE” in all shades 
ACETATE FOR LAMPSHADES—ALL COLOURS 
CELLULOID 
‘*‘PERSPEX” BRAND ACRYLIC 
RESIN SHEETS 
from 1/24” to 1”—Clear and Co'oured 
EBONITE 


SHEETS RODS 
MOULDING & INJECTION POWDERS 


GILBERT GALEA 


MERCHANT IMPORTER-EXPORTER 
Established 1918 
Domirion House, 
Bartholomew Close, London, _ €.C,/ 
Phone: MONarch 3994 & 6770 
Grams: Gilgalbert, Cent, London 
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* MOULDED : 
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in MOULDS for 
MODERN PLASTIC 


sige and Eaegss. 


014/222, Cardigan Road, LEEDS, 
Telephone: LEEDS 52033 


Member of the Gauge and Toolmakers’ Association 



















—SPECAL DRUMS on 


GP MOULDING POWDERS 


TODD BROS 


(ST. HELENS & WIDNES) 


LIMITED 
WIDNES LANCASHIRE 


Tel: WIDNES 2267 (2 lines) Grams: ‘TODD WIDNES’ 
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A Post-war development 
embodying many new 
features in Calender 
design. 








(WRITE DEPT. A) 


DAVID BRIDGE CO LTD. CASTLETON. ROCHDALE 


ENGINEERS TO THE RUBBER & PLASTICS INDUSTRY 
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se mouldings manufactured by 
; us in close collaboration with 
a customer who required ex- 
treme accuracy in mouldings. 
The switch dollies shown were 
required in large weekly quan- 
tities and normal de-flashing 
operations would have proved 
slow and costly. Multi-cavity 
tools were specially designed 
by Insulators which enabled 
both types of dollies to be pro- 
duced with an absolute mini- 
mum of finishing required. 
This is just one illustration of 
our special service to Industry 
—small articles planned on a 
large scale to give economic 
results to our customers. 

This service to Industry is 
available to all manufacturers 
requiring modern mouldings 
using Thermosetting or Ther- 
moplastic materials. Send us 
details of your individual re- 
quirements and we will give 
you the full benefit of our 
twenty-one years experience 
in this industry. 

(Illustrations by courtesy of M.K. Electric Ltd.) 









7. 
0 ora 2?, 


iS 
Se 





SEE 
ot 
POLS 
39.0.4 


SK 
ssvcerererate 
Se 
2 00 ar aP 


~ IY 
AS 


ies 
Seat 





poet x 


0.0 0% 








: 


inoulas rs Lid 
Mouldings of Merit 


INSULATORS LTD., LEOPOLD ROAD, ANGEL ROAD, EDMONTON, LONDON, N.18 


BRANCH FACTORY: JARROW, DURHAM 
Telephone: Tottenbam 1491 Telegrams: Mermould, Southtot, London 
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A NEW THERMOPLASTIC RESIN 


BY AROMATIC HYDROCARBON-FORMALDEHYDE CONDENSATION . 


OFFERED FOR BINDING & PROOFING PROBLEMS 


Grease resisting 





Aromatic oil soluble 





Oil resisting Water resisting Chemical resisting 
Light brown Odourless 


Melting Point 80 - 120°C., Ring & Ball. 


AVAILABLE IN COMMERCIAL QUANTITIES 


Enquiries to the manufacturers: 


DORMAN LONG 


& Co. Ltd., By-Products Dept., Middlesbrough 
Phone: Middlesbrough 2241 














‘IT’S A “CREATOR” JOB! 





SESSIONS 


No. |. Dip Moulding in PVC 


| SELF - ADHESIVE 
LABELS 











One of the oldest methods 
of producing articles is by Dip 
Moulding; now, through thead- 
vent of PVC Paste, this process 


Specialised is finding its own more and more 

Processes : each day in the plastic world. 

in PVC Some of the wee comes 

applications whic EATORS 

|| * Dip Mould- have pioneered are—large 9” 

ing tube yy. for oxygen —_ 

* Coverin covers for Cathode Ray tubes, 

Stick instantly to Plastics, . Hi ° concertina tubes for protecting 
Metals, Enamel, Glass, etc. . le moving parts and universal 
Ww. yi y joints on machinery, the insula- 

oding tion of metal hooks for the coal 


No Heat or Moisture Required 





in Polythene 





mining industry, plier handles, 
cable junction sleeves, insulating 


* Spraying gloves, etc. The domestic side 
includes tea-pot spouts, anti- 
* Welding splash tap swirlers, and a variety 
of other articles. 
Seal, Label and Display Stand Specialists * Moulding Remember, if it’s a Dip 
Moulding job, it’s a CREATOR 
WILLI AM SESSIONS LIMITED * Coating job ! Low tool costs—runs from 























one to a million! 


The Ebor Press 
YORK 
Creeato?s.. 
| i | nee Weybridge 
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By W. M. HALLIDAY 
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PRICE 30s, NET. 
BY POST 30s. 6d. 
Demy 8vo. Illustrated. . 
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HIS book, which is the embodiment of an extensive 
practical experience, has been specifically compiled with 
the primary object of meeting the needs of both mould 
designer and toolmaker. It deals mainly with the varied and 
numerous problems associated with mould designing, con- 
struction, operation and efficient maintenance, and is 




















profusely illustrated. 





MANUAL 


by 
Cc. 
"H.R. Fleck, M.Sc.» F.R.I 







Demy 8vo. | 5s. net. 


By post 15s. 6d. 
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POLYME 






H. R. Fleck, 







Demy 8vo. 10s. 6d. net. 


IIs. 
de on Published 








Embracing the entire range of plastic 
materials at present available, this book, 
by an acknowledged authority on the sub- 
ject, is of value not only to the technician, 
but to the business man concerned with 
the manufacture and marketing of plastics. 
A system of localizing information has 
been adopted, facilitating speedy reference. 


The theory of polymerization is at once 
the most difficult and most fundamental 
aspect of the chemistry of plastics, but the 
writer has not assumed too great a know- 
ledge of chemistry on the part of the 
student, so that the apprentice who wishes 
to know something of the materials with 
which he works should find in this book 
an explanation which he can understand 
and appreciate. 


by 


TEMPLE PRESS LIMITED 


BOWLING GREEN LANE, 


LONDON, E.C.! 
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CLASSIFIED - ADVERTISEMENTS 
Rate 4d. per word, minimum 4/- 
l-inch semi-displayed space, 50/- 
— Box Number Fee, I/- — 
Instructions should be addressed to “Plastics,” 
Bowling Green Lane, London, E.C.1 





—— AUCTIONEERS ANNOUNCEMENTS -———— 
RICHARDS AND PARTNERS, , 
AUCTIONEERS, VALUERS AND SURVEYORS 
of 
INDUSTRIAL PROPERTY, PLANT 
AND MACHINERY. 
GRANVILLE HOUSE, ARUNDEL STREET, 
LONDON, W.C.2. 
Phone, Temple Bar 7471 (four lines). 
zzz-250 
—— BUSINESSES, PREMISES, OFFICES, ETC, —— 


Blackpool. Dental mechanics practice .and plastic toy 
manufacturers. excellent opportunity for man with initia- 
tive to acquire a thriving business at present employing 


four persons. Apply Jack Windle, Ltd., 2 Leopold 
Grove, Blackpool. Phone 23213. 144-928 
Freehold factory. Valuable position 15 miles S.E. 
Gloucester. Nearly 14,000 sq. ft. Mainly on two 
floors. Main services and air lines throughout. 
Possession. Price £12, Machinery if required. 


Sole agents, Woodcocks, 30 St. George Street, London, 
W.1. 144-9 


— DESIGN AND DRAWING 
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Machinery, Tools and Plant (contd.) 


4-in.-wide belt grinders or sanders, essential for plastic 
industry, £6 10s., or motorized £15 10s. Also iar 
wide belt, ditto. Manufacturers, John P. Steel, Dept. 

Bingley, Yorks. Phone 1066 (four lines). 1 e931 
50-ton Turner plastic press for sale in new condition. 
oniy had a few hours’ use, will accept £500. Makers’ 
Price is about £750. S. G. Young, 154 ee: 


Road, London, S.E.1 145-x52 
motorised A.C. 415/3/50. 


Iddons extrusion b 

Rosedown hydraulic pump, model B.11, 3-throw, 2- 

stage, 2 tons sq. inch, with 15 h.p. motor 415/3/50 and 

Igranic starter. 

ey pessenne accumulator, 100 tons cast iron weight. 
loaded type, with three throw pumps, motor A.C. 

as 3/50, latest design as new. Two Shaw hydraulic 

proses, 60 tons, four columns, platens 3 ft. 6 ins. by 

daylight 6 ft. 6 ins., as new. 


Segatedl Rand horizontal, se 100 cubic ft. 

per minute, motor A.C, 

W. Urquhart, 1023-1027 peat Lane, S.W. mo - 
-978 


Vertical injection machine, 1'%-oz. capacity, complete 
with air compressor, air bottle and motor, in perfect 


condition; can be viewed N.W. London. Price com- 
plete unit, £280 or nearest offer. . care of 
** Plastics.”’ 19 


Full steam in five minutes with B. and A. Electrode 
Boilers, used by British industries for 20 years. No 
boiler-house, no flue, no attendant needed, The most 
compact and convenient steam raisers available. Can 
go beside machines using the steam. Write for leaflet 
118, Bastian and Allen, Ltd.» 11 Bedford Square. 
W.C.1. 146-979 


— MACHINERY, TOOLS AND PLANT WANTED — 


Small P.V.C. extrusion machine, 
for laboratory purposes required. 
Ltd., Carshalton. Surrey. 

Tools wanted of Baby's rattle moulding. 


dA a 


electrically heated 
Vinyl Products. 
44-16 


Purchase 





Design and drawing capacity for plastic moulds (injec- 
tion, compression, transfer), and component design 

development. Graystone Designs, 35 Winchester Road. 
Hampstea -W.3. Phone, Pri 7420 2-237 
Spectalists in tool. design and injection moulding, offer 
their many years of practical experience to designers 
and patentees of new articles, or will advise firms or 
individuals requiring assistance in moulding and market- 
ing of ideas. Box P3920, care of ‘* Plastics.’’ zzz-244 


MACHINERY, TOOLS AND PLANT 
Alternators, Diesel sets, electric motors, switch gear, 
transmission lighting - indus- 
trial fittings, ex stock. Keen prices. Conta 

Murphy, Ltd., Menston, near Leeds. 222-210 
‘Twelve plating vat rumblers by Cruickshank, 18-in. 
diam. by 21 ins. deep, belt driven, £25 each. Thompson 
and Son (Millwall), Ltd., Cuba Street, London, ae, 

ZZZ- 











Two die-casting machines, goose-neck type, 
hydraulic operation with gas-fired furnace a 
motorized pump, one automatic and one 
automatic, 8 Ib. capacity, by the French Oil *Co.. 
U.S.A., good condition. 


W. Urquhart, 1023-7 Garratt Lane, London, S.W. La 
awd fae accumulator, 120 tons cast iron weight 
loa type with three throw pumps, not A.C 
ass Sts0. latest design, as new. 

Two Shaw a .Presses, 60 tons, four columns, 
seems 3 ft. ins. by 4 ft., daylight 6 ft. 6 ins., as 


Ingersoll Rand herieostel compressor, 100 cubic ft. per | 


min., mot A 
35, Ureuhert, 1023-1027 Garratt Lane, oW.0, by 


Plaster Casting improved by new flexible ae 
Dohm, Ltd., 167 Victoria Street, S.W.1. 146-735 
juan’ of rubber or plastic spreading machines by 
Platt Bros. and Co., Ltd., complete with hoods and in 
good condition, roller width 63-in. Apply: Woodfield 
and Turner, Parsonage Mills, Burnley. Phone tee 
Impetus new motorized 13-spced 4-in. cap drilling 
machines from stock, £18. Comnete Lg ei 
logue from manufacturers. John P. 
Bingley, Forks, Lig, 1066 (4 lines). 145.930 
High- y Wadkin tet sale, 
model LE with pk re one. suitable for wood, metal 
or plastics, speed of head 24,000 r.p.m., radius ‘of arm 
ins. with rise-and-fall head, frequency ener ~~ 


able for 400 volts, three-phase, 50 cycles 
Edwards. Ltd., 359 Euston Road, London, N.W.1. 
Euston 4681. 145-933 





ce after inspection of tools and satisfactory 
Box pe. Willings, 362 Grays Inn R 


oad, 

&. 144-15 

Die-sinking machine (G.K.2, Alexander or similar), 
No. 1 size not required. H. B. Sale, Ltd.. a 


Wanted, 
large sizes. 
Required. 


injection mouldinz machines, 
x P4336, care of * 


medium or 
k P43: Plastics.”’ 144-22 
eq One injection moulding machine, size 3 ozs.. 
preferably model H.E.9. Full details and Drices to 

144-26 


Box P4412, care of “ Plastics.” 
PRODUCTION CAPACITY AVAILABLE AND 
WANTED 








Dohm Ltd., pulverize raw materials everywhere. 167 
Victoria Street, London, S.W.1. Zzz-224 
Injection moulding lists have moulding capacity 


up to 4 oz. Consultants on all injection moulding 
Pioplems. ., Please send inquiries to Box 5328, care of 
** Plastics.”” - 


Injection moulding capacity available on 3-o0z. injection 


moulding machine for short and long runs. Box 5327. 
gee of “* Plastics.” Z-235 

in Ebonite, Erinoid, etc. Capstan lathe 
work. —" Temple Street, Rugby. 149-543 


Injection mouldings in therm-plastics. Mouldings in 
tyrene, acrylics and acetate. Design and toolroom 
acilities available for mould o——— Inquiries 
nvited. J. and Courtnay, Ltd., 138 Stratford 
Road, Birmingham, 11. 144-823 

ting, ving, etc., on all types of plastics. Modern 
Kangley Bridge Road, S.E.26. 148-929 

sion Tools and Prod roducts, Ltd., of Horley, 
Surrey, have ana for the manufacture of bakelite 
and plastic moulds, diecasting dies, press tools and 
special purpose machinés. Also all classes production 
machining. ote ae: Horley 148-936 
Old-established firm wishes ‘° employ surplus light 
engineerin capacity and/or to give further scope for 
its sales force calling on builders’ merchants. Will 
carefully consider and proposition_representing a turn- 
over of £10,000 to £200,000 p.a. The article(s) must b= 
of good quality, preferably novel but,proved and might 
be branded = advertiser’s name which is very well 
known in ot fields. Advertisers are not in the 
plastic moulding, business but can produce such moulds 
as might be required.. Box P443, care of * as. 





Plastics, ei, 
Fairman Preci: 


Swedish manufacturer of rubber-like plastic material 
wants to contact machine factory supplying take-up and 


inspection table together with cutting machine for 
sheets, width 1 m, thickness 3, 4 or 5 mm. Replies 
to “* Swedish firm,”” Box P445 care er ioe” 
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Production Capacity Available and Wanted (contd.) 

P.V.C. silk screen printing. Table cloths, curtains, 
nursery tterns, etc. Capacity available for quantity 
runs, uality work. Daily deliveries. Guaranteed 
adhesion and fastness of colour. Davis (Patents), Ltd., 
18 Phipp Street, London, E.C.3. Bishopsgate 2939. 
5091. 146-980 


Injection moulding by I1.0.G. Industries, Ltd., 41 Marsh- 
gate Lane, Stratford, E.15. Maryland an, 4 
pioneer injection moulders with unusually qualified 
staff and most modern capacit to 1 

Inquiries in strict confidence and ” without obligation. 
Box P4337, care of ** Plastics.’’ 144-23 





—RAW MATERIAL AVAILABLE AND WANTED— 


Cork! Cork! British Com Mills, Ltd., 167 Victoria 
street, London, S.W.1 ic 1414-6. ZZZ-238 
Buna-plast, a blending ‘of pF... rubber and P.V.C. 
specially processed for manufacturing leather substitute; 
this material is far superior to plasticized P.V.C. 
Inquiries welcomed. Dohm, Ltd., 167 Victoria Street. 
London aie 2zZ-230 
P.V.C. "calendering compound in a range of opaque 
colours. Dohm, Ltd., 167 Victoria Street, London, 
S.W.1. 722-229 
Pol Idi scrap go foauited. State 
amount available and send sma = 3. 
care of “* Plastics.” 2ZZ-228 
Polythene moulding powder (reconstituted) a “black 
natural and a variety of colours, Dohm, Ltd., 167 
Victoria Street, Lon S.W.1. 222-226 
wders and oxides. soomations and samples 

on application. Dohm, Ltd., 167 Victoria Street. 
London, S.W.1. Zz2-225 
Ebonite and bakelite always in stock. Phone, Arch 
way 3654. A. E. Goodeye, Ltd., 188a Seven Sisters 
Road, London, N.7. 151-634 








, MOON AIRORAFT, LTD., 
SPECIALISTS IN MANIPULATED AND 
FABRICATED WORK. 

OFFICIAL LC.I. STOCKISTS FOR PERSPEX. 


Have available from stock all thickness in clear and 
colour flat sheet cut to customer’s sizes. 


Inquiries, prices and particulars upon application to 
CLIFT WORKS, BOX, WILTS. 
Phone, Box 188. 
London Office: 
GROSVENOR GARDENS HOUSE, S.W.1. 
Phone, Victoria 9182-3. 144-592 





Reclaimed X-ray sheet, blue tinted. Sizes 6 ins by 
4 ins., 842 ins by 6/2 ins., 10 ins. by 8 ins., at 1s. 9d. 
per Ib. in 1-ton lots; size 12 ins. by 10 ins., at 2s. per 
Ib. in 1-ton lots; size 15 ins. by 12 ins., at 2s. 6d. 
per Ib. in 1-ton lots; size 17 ins. by 14 ins., at 3s. 
per Ib. in 1-ton lots. Intermediate sizes also available. 
Delivery from stock. 
Recened nitrate X-ray sheet, various sizes, at 1s. 3d. 
= ® -, in 1-ton, lots; 5 tons available i 

ap Perspex, lear, transparent, various sizes, thick- 
nesses and shapes, Is. per lb., in 1-ton lots; 5 tons 
available. 
Plastic scrap, very mixed assortment, colours and 
shapes, 6d. per Ib., in 1-ton lots; 5 tons available. 
a te flakes, clear, transparent, 9d. per Ib., in 1-ton 
ots 
Clear transparent acetate sheet film, 10 ins. by 6 ins., 
pom thick, brand-new material, 3s. 6d. per Ib., in 
-ton_ lots 

——, 4-5 Church Street, Christchurch, Phone, 

urch 504. 22-241 

Virgin i acetate moulding powder os trans- 
Parent, transluscent and opaque colours, three-flow 
gtades, now available from stock at reasonable prices. 
Dohm, Ltd., 167 Victoria Street, S.W.1. zzz-249 





Always large stocks of 
CASEIN 
rods, tubes and sheets, 
PERSPEX 
sheets up to 1-in. thick, 
CELLULOSE ACETATE. 
S. Rosenfeld, 
93 Aldersgate Street, E.C.1. 


Phone, Monarch 4686. 146-594 





Raw Material Availabie and Wanted (contd.) 

“* Perspex” offcuts. Required, large or a ven. 
tities. Please Kine J. E. Hoare ©.T.S.), Ltd., 134-144 
High Street, S.W.1 144-732 
Accurate powders a) ceramic, alloy, plastic, paint, etc.. 
industries. Dohm, Ltd., Pulverizers, 167 Victoria 
Street, London, S.W.1. 222-248 
For sale, 142 tons of Bakelite black moulding powder, 
ref. No. Grade A.X10894, packed in cwt. drums. 
material perfect condition, cost 1s. 7d. per 1b., accept 
9d. per Ib. to clear. Sample sent on request. 


Davidsons (Manchester), Ltd., Hayes Yard, Gorran 
Street, Manchester, 10. Phone, Col 1610. 44-932 
Perspex! Perspex!! Perspex!!! Official er for 
LC.1. acrylic sheet. Sh ets cut to your requirements. 
Fabrication and moulding specialists to the trade 

C. Errington (Hanwell), Ltd., 132a Uxbridge ‘Road, 
Hanwell, London, W.7. Phone, Ealing 5288. 


J. H. Berry (Plastics). 

Recognized stockholders of ‘* Perspex ’’ acrylic sheet. 
Large and varied stocks in clear and coloured always 
on 4 

Catalin in a variety of sections. : 
Crinothene. Full rolls or cut as supplied. 
Special offer. Plastic thonging mm, by 1 mm., 50s. 
per 1,000 yds. ‘* Tenaplas ae, wire, covering tube 
\-in. by .5-in., ivory, 40s. 1,000 ft., 2 mm. by .5-in., 
in a variety of colours, 27s. 100 ft. 

Linen bases ** Tufnol’’ and “ Bakelite ” sheets, 14-in. 
and 5/32-in 

5. Hi. Berry (Plastics), Annesley Woodhouse, —_, a0 
P.V.C. chips for sale at best offers, black 1,166 lb. 
ivory 1,850 Ib., white 1,213 lb. Wilkinson Rubber 


272-251 


Linatex, Ltd., Frimley Road, Camberley, eg vr 


144-x5353 

Tubes in ivory casein. Large quantities at 36s. gross. 
10 gns. per 1,000. Length 6'4 ins., outside diameter 
Lia ins. or 15g ins., wall thickness 1/16 in. Exchange 
Elec. Co. 41 Cheetham Hill Road. eens | 


Scrap. Why not let a well-established firm quote you 
for cellulose acetate, polystyrene and other thermo- 
plastic off-cuts and scrap? Having best use for these 
materials, highest prices can be paid. Quotations on 
receipt of representative samples to M. H._ Grist 
(Plastics), Ltd., 82-84 Brighton Road, Surbiton, Surrey. 
Phone, Elmbridge 4214. 21 

. Ridout and Son, Lid. Reg. Office, 12 Stedman 
Road. _. Bournemouth. Phone, South- 


Official stockists for I.C.I. acrylic Perspex, crystal and 
coloured, and ‘‘ Crinothene ’’ sheeting in all shades. 
4 — and celluloid transparent sheeting from 


b., 
Bakelite laminated sheeting from 1s. 10d. per Ib. 
Coloured and clear Perspex off-cuts at Is. Psd. to 2s. 
per Ib., according to gauge and seater nD 
All types of plastic tubes and rod from 4d. per ft. 
14-in. ribbed plastic belting at 6d. per y 
Perspex No. 6 and No. 2 quick-drying” cements and 


lishes. 
Sp cial offer of 1-0z. and '%-oz. amber bottles with 
lastic screw stopper at 15s. per gross. 
Send for new stock list which contains numerous 
interesting items to opticians and manufacturers of 
finished plastic goods. 
Surplus stock purchased. 
D. H. Ridout and Son, Lid., Stedman Road, io 
bourne, Bournemouth. 








CATALIN RODS. 
2,000 ivory, trapped to Yin. dia. — or +. .002, 21-in. 
ong. 


Offers. 
NEW ACETATE SHEET. 
.060-in. clear, 25 ins. by 56 ins., 115 shects, 25s. sheet. 
.060-in. black, 21 ins. by 49 ins., 30 sheets, 15s. sheet 


.030-in. clear, 25 ins. by 56 ins., 20 sheet, 12s. 6d. 
sheet. 


.030-in. white. 25 ins. by 56 ins., 60 sheet, 12s. 6d 
sheet, 


SLATER AND WHEELER, LTD.. 
** AIRLYNE ” PRODUCTS, 
ABERGELE, N. WALES. 
144-11 
Michae? S. Stevens will collect P.V.C. cuttings and all 
other plastic scraps from your works. Ormond Road. 
Richmond, Surrey. (Richmond 0211.) 144-4 














‘ratt 


for 
nts. 
oad, 
-251 


lect. 
Nays 


50s. 
tube 
-in., 


g-in, 


erous 
rs of 


jouth- 
44-20 


21-in. 


sheet. 
sheet 
s. 6d. 


s. 6d 


144-11 
nd all 


144-4 





MAY, 1949 





Raw Material Available and Wanted (contd.) 
Perspex cet (fiat), brand new, 48 by 46 ins., 200 
sheets |4-in. thick, 250 sheets 5/32-in. thick. Will 
accept to clear oe per sheet and 45s. per sheet. 
Davidsons ae Ltd., yes Yard, Garratt Street, 
Manchester, » ree 1610. 144-18 
Offers wg 2-3 tons: polystyrene crystals, white. 
Box P447, care of ** Plastics.”’ 144-17 
For , large quantity of urea formaldehyde 
moulding powder, white and blue in powder and 
granular form. vers to Box P88, L.P.E., a» A > 
Black str ing Ail 5 aoe t ilable f ,: 
one ton an le =, sale. 
Offers rk & P. Chamberlain and Co., Ltd., Junction 
Works, Carmichael Road, South Norwood, $.E.25, 


Transport acetate. 
60 Thou, 500 Ib. each green, blue and smoke, ‘perfect 
as delivered by British Celanese; also 

Thou. 1 ton tran: pone sheets, 56 ins. by 24 ins., 
4s. per Ib. to clear 
ee _ of cane in clear and colours, 3° thou.- 


Rens, 37 Farringdon Street, London, E.C.4. Central 


Urea powders, 3'-tons each red and tur- 
quoise, !2-ton blue. Phenolic powders 10-tons walnut 
first quality, also 70 tons black, slightly contaminated 
with polystyrene (cheap). New acetate checting 20-30- 
1,000 in blue, orange and white. Details from Box 
P4317, care of “* Plastics. 44-27 
Wanted, thermoplastic moulding powders and mould- 
ing scraps, all kinds. Offers and samples to Box P4338 
care of ‘* Plastics.’ 144-24 


SITUATIONS VACANT 


None of the vacancies in these columns relates to 

a man between the ages of 18 and 50 inclusive, or 

a woman between the ages of 18 and 40, inclusive, 

unless he or she is excepted from the provisions of 

the Control of Engagement Order, 1947, or the 

vacancy is for employment excepted from the pro- 
visions of that Order. 


Draughtsman required for the desi department of a 
large plastic moulding concern in East London. Appli- 
cants should preferably have had some experience in 
the type of work indicated. Write, giving full par- 
oa 4 of age, experience, etc., to Box P444, ome of 
astics 
Foreman to Scandinavia. Scandinavian industrial con- 
cern wants experienced foreman possessing practical 
background of several vears, able to supervise the 
manufacture of plastic flooring materials in sheets and 
tiles. Write in confidence, giving full details of_past 
experience, references, etc., to Scandinavia. Box P446, 
care of ** Plastics.’’ 44-7 
Sales representative for London area required by firm 
of plastics fabricators. Experience of thermoplastics 
preferred. Send full particuiars to Box P442, care of 
* Plastics.” 144-6 
Ex oe experience in extruding of 
cel = Bg vented or abroad. Good prospects. 
Box 1, care of ** Plastics 44-1 
Sales representative required ‘by oil seal eng mn 
Previous aapenee essential, excellent pros 
Burtonw Pamineering Company, Ltd., > 
Warrington, La’ 146-977 
Want foreman ‘for medium-sized injection moulding 
shop, London, toolmaKer an advantage, drive and 


PLASTICS 
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————— SITUATIONS WANTED 

Well-known toy manufacturers’ sales manager requires 
change. Sales and. managerial experience on high 
level, sound background and interested only in_first- 
rate propositions. Inquiries in confidence. Box P4410, 
care of “ Plastics.” 144-x6076 
Piastics technician, 35, seeks responsible post. Positions 
held include chief designer, technical manager. 
Experienced compression, transfer, injection, sheet 
forming, plant mene, development. Box P4411, 
care of “* Plastic: 144-x6000 


TIME RECORDERS 


Factory time recorders. Service rental. Phone, Hop 
2239. Time Recorder Supply and Maintenance Co., 
157-159 Borough High Street, S.E.1 149-544 


WANTED 








Advertiser wishes quotation for modern jute box 
cabinet in plastic. Address Box P449, care of 
* Plastics.” 144-x6426 
——_—_————— MISCELLANEOUS 


Photography by Behr will show your products at their 
best. Ask for illustrated list. 44 Temple aes 
Lane, — N.W.11, ae 1 5298. 145- ay 
Packing cases and boxes for purposes. Raw 
and Co. “Td., 71 Kensington yy F Eondoa, a i. 
Phone, Grangewood 2 003. 

One-piece calendar sets, celluloid perpetual pees 
dates, engraved nameplates, scales, dials, etc., ivorine. 
Tickets and Co., Plastic, Leicester. 149-537 


Spray and brush wat inks, all colours, for 
acetate, acrylic and_P.V.C. plastics. Samples from 
Lakeland Ink Co., Barrow-in-Furness. 145-0636 
English town crests. "i for La etc. Will 
double your sales; 6s. doze J._E. Hoare 
Oss) Ltd., Dept. Pl, Marion Parade, High i 


Monomarks. Permanent London address Letters 
x Pa 5s. p.a. Write, Monomarks, BCM/MONOT6, 


Engraved name plates, scales, dials, etc., supplied. 
Tickets and Co., Box 2, Silver Street, Leicester, wa 
hemical tanks. Good-quality, new ebonite tanks for 
containing most industrial os liquids, two sizes, 
10-gallon 19 ins. by 11 ins. by 14 ins., £3 
20-gallon 27 ins. by 11 ins. by 0 ins., £7. Details 
from manufacturers, United Ebonite and Loe Bry 
Bolton, 
Extend Your Trade. 
Use a Trade Mark, Consult , 
Trade Mark Protection Society, 
12 Church Street, Liverpool. 154-935 
Moulds, hard chrome, seven-day service. Specialists in 
all forms of chromium, nickel plating and polishing. 
Industrial Plating and Research Co., Ltd., The Trading 
Estate, Cowley Mill Road, Uxbridge, Middlesex. 
Uxbridge 2858. 144-0821 
Plastics engineer can undertake development, plant lay- 
out; expert mould designer; experienced moulding and 
forming all types of 5 using latest techniques; 
inquiries invited.. lian, 117 .Queen’s Walk. 
S. Ruislip, Middiesex. 144-x6000 
Plastic cuff clips, pantentee wishes to contact interested 
manufacturers. ox 25, Smiths Bookstall, — 
Station, Exeter. 144-10 


ry 








organizing abil ity, — first-class man-.only. Box 

P4339, care of “* Plasti 144-25 
sevr-apnesive TRANSFERS 
SELF-ADHESIVE 

. For Toys, Rattles, Beakers, Screens, 


Nursery decoration, Cots, Plastics, etc. 


DOLLS’ EYES, FLOWERS, PIXIES, SEASIDE 
CRESTS, GOBLINS, DOGS, NURSERY tNones, 
GALLEONS, . ANIMA MALS, BIRDS, GNOMES, 
‘AIRIES, BUTTERFLIES. 


Delivery wie Stock. List and. samples: free. 
THE ONLY TRANSFERS WHICH 
ADHERE PERFECTLY TOCRINOTHENE, 
POLYTHENE, AND OT HER PLASTICS 


P. L. AXON HARRISON, 
, Jersey, C.l. (Eng.) re 





PLASTIC MOULDINGS 


AND 


CASEIN TURNINGS 


To your particular requirements 





FREDERICK W. EVANS, LTD. 
PLASTIC WORKS, LONG ACRE, 
BIRMINGHAM, 7. 


TELEPHONE :—EAST 1286 and 1287 
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REPETITION in 
Casein, 
Bakelite, 


Ebonite, 
Etc. 








MANSELL, 


TEMPLE STREET, RUGBY. 











WANTED—STOCKS for CASH 


E are cash buyers of merchandise of 
every description. Also Clearance 
Stocks, Discontinued Lines, Surplus Stocks; 
in fact, goods of all kinds can be disposed of 
through us, without delay, on the most 
favourable terms, and without trouble. 


ppt tee you have anything for disposal, 
either now or at any future time, please 
send us samples, full particulars and price 
on a cash settlement basis. 


RELIANCE TRADING COMPANY 
Wholesale Warehousemen and General Merchants 
13, New College Parade, Finchley Rd., London, N.W.3 
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ERINOID LIMITED 


Manufacturers of Modern. Plastics Materials 
LIGHTPILL MILLS, STROUD, GLOUCESTERSHIRE Tel STROUD 810 (5 lines 





